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The ideal combination for cleaning small 
self-rolling parts of dirt, oil, 


and removing light burrs . . . economically. 


CLEPO 10-D functions in two ways, simultaneously. It cleans small parts In conjunction with CLEPO 191-D, 
such as stamping or machine screw parts. And it deburrs and burnishes Ff 

at the same time, producing a good lustre on the work. Operators can it removes rust and scale. 

handle the parts for painting, plating or assembling without danger of 

cutting their fingers. 


CLEPO 10-D is formulated especially for small self-rolling pieces. If your 
work is in this class, place a trial order for this excellent cleaner- 
deburrer. If your work is not in this class, tell the CLEPO Field Service 
Man about your cleaning and deburring problems. He has many formu- 
lations from which to select. 


FREDERICK 


8-FG2 


538 FOREST STREET, KEARNY, N. J. 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 800. 
INDICATE A 801. 





How to make metal stripping an exact science: What metal do you want to strip? 
There are eight metal strippers in the Enthone “ENSTRIP” series, which, in most cases, will do 
the specialized job thoroughly, quickly, economically. If one of these standard strippers won't 
precisely cover your requirements, there are special Enthone research developments available. Write 
us about your particular needs or problems. Include a sample of your product if possible. We'll be 


glad to recommend the best methods to follow. Enthone, Inc., 442 Elm Street, New Haven 11, Conn. 
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AT LAST 


Read 
about these 
Extra Features 
in Catalog 5206 





Blast Heaters 


Model 105 Sellers Closed Combustion Chamber Boiler 


NOW—No more foul fumes be- 
cause of incomplete combustion 
due to back draft through boiler 
created by exhaust fans or poor 
draft conditions. 

SELLERS solves this problem 
with the improved design, closed 
combustion chamber boiler. All 
air for combustion, both primary 
and secondary, is pushed through 
the boiler under positive pressure, 
independent of partial vacuum in 
the building and independent of 
any back draft on the chimney (of 
course, products of combustion 


1. NOW—SCHOOL ROOM QUIET 


. ALL-ON, ALL-OFF RUNNER PILOTS 


. NO OPEN FLAME 


. WORKS ON LOW GAS PRESSURE 


A BOILER DESIGNED 
FOR THE PLATER! 





must be removed from building). 

A positive pressure blower sup- 
plies air under pressure which is 
mixed with the gas and passed to 
burners in the completely closed 
combustion chamber; to complete 
combustion, secondary air is fed 
into the closed chamber under 
positive pressure (many times 
greater than the vacuum in the 
building). By this method of secur- 
ing positive complete combustion, 
burned gases are pushed through 
the boiler and FOUL FUMES ARE 
ELIMINATED. 


5. POSITIVE PRESSURE BLOWER 
OVERCOMES BUILDING VACUUM 
AND CHIMNEY BACK DRAFT 

6. SIZES FROM 15 HP TO 200 HP 


—— Seller ENGINEERING CO. 


Immersion Automatic Water Heaters 
ertica! ‘team Boilers 


4876 N. CLARK STREET 


immersion Tank Heaters 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 802. 
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Combustion Units 
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Industrial Cas Burners 
Cas Combustion Equipment 
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The Harshaw Chemical Co. 
1945 East 97th Street - Cleveland 6, Ohio 


CHICAGO * CINCINNATI * CLEVELAND * DETROIT * HOUSTON « LOS ANGELES 


HASTINGS-ON-HUDSON, N.Y.* PHILADELPHIA * PITTSBURGH 














ITORIAL 


THE MUSTARD SEED 


~~ +r 

( REAT IMPROVEMENTS OFTEN ORIGINATE in a small way. This is true of 
Jy political parties, of social reforms, even of national governments. Historians 
like to trace the origin of this country as a separate nation to a certain tea party 


held in Boston in 1773. This was really the beginning of the Revolutionary Wa1 


Consider, if you will, the American Electroplaters’ Society. It is now world- 
wide. Its influence is recognized. It has many members. Among its member- 
ship can be found plant owners, plant managers, engineers, designers, scientists, 
technicians and practical electroplaters, all dedicated to the dissemination of 
knowledge of the science of electroplating, metal finishing and allied arts. 


This Society originated in the vision of one Charlie Proctor who recognized 
the value of an organization where men could join together to share the knowl- 
edge being gained daily in the field of electroplating 


How did it begin? As a world-wide organization? No—as a small seed planted 
in the ground that gradually grew into a great tree. Charlie Proctor gathered 
together a few of his friends and asked them to join him in forming a Society 
to help one another in their chosen field of endeavor. From these humble be- 
ginnings has grown the great tree of our Society whose branches now encompass 
the world 


Let us apply this historical fact to our own lives. We often grow discouraged 
at the magnitude of a work before us. A child beginning school and looking 
forward to the work that is to be done, sees it in its vastness and rightly becomes 
discouraged. The same is true with men entering business or professional life 
or undertaking some new field of work or activity. Viewed as a whole, the work 
seems very large and very great. 

It is when we are faced with problems like these that we must remember the 
lesson of the mustard seed. Do not look at the vastness of the work to be done. 
Begin instead in a small way and do that thoroughly and well. It may seem a 
small thing but it is by an accumulation of these small accomplishments that 
the greater task will be achieved. 


BY, 


ai ides’ A FLt 


Let us begin now to do our part toward the achievement of an even bigger 
and better American Electroplaters’ Society. 


Habel C ; Adaad 


ec 


President 


ee 


Antena nite, 
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Controlled Grain Size 
with American Extruded 


Silver Anodes 


RECTANGULAR 


TEAR DROP 


DOG BONE 


These scientifically shaped anodes retain 80% of 
original active surface area after 85% by weight 
has been plated off! 


Costs are lowered by prolonged anode life, mini- 


mized polarization and less silver scrap to be refined. 


In addition, the APW Extrusion Process controls 
grain size within definite ideal limits so that corro- 
sion is smooth and uniform. Electro-deposits are 
consistently smooth. Shedding is virtually eliminated. 
Rejects are a comparative rarity! 

We are anxious that the silver you buy in anodes 
is used most efficiently and economically. Special 
anode shapes will be engineered to meet your par- 
ticular plating bath conditions. Call or write for 
a representative. We'll be glad to assist with your 


plating problems. 


AMERICAN PLATINUM 
& SILVER DIVISION 
231 New Jersey Railroad Ave 


Nework, New Jersey 


AMERICAN 
PLATINUM 
& SILVER 
DIVISION 


r SELHARS ! 


RHODIUM PLATING for 
greater protection ... greater wear 


RING SHANKS 
SETTINGS PRINTED CIRCUITS RELAYS 

Rhodium is one of the group of platinum metals. 
It has a hard, brilliant white, non-tarnishable, 
highly reflective surface. It is extremely resistant to 
corrosive conditions. These properties make rhodium 
particularly valuable in many decorative, industrial, 
electrical and electronic applications. In general 
rhodium adds lustre to jewelry and other decorative 
objects. It protects electrical contacts and shows 
negligible wear when subjected to constant abrasion 
of moving parts. If you have a particular plating 
problem where utmost protection is needed, investi- 


gate rhodium. 
ATOMEX 


immersion gold solution 


) Suc? Y 


CLOCK ASSEMBLIES COSTUME JEWELRY TROPHIES 


A fast, economical plating process for depositing 
a thin layer of 24 Karat Gold on a wide variety 
of industrial items. By means of a simple bath a 
dense coating can be achieved with 30 per cent 
less gold. All parts of the object receive a uniform 
deposit. All the gold in the bath is used and the 
spent solution is discarded. Analytical Control is not 
necessary. Atomex is a useful addition to any 
plating shop. 
CHEMICAL DIVISION 
113 Astor Street 


Nework, New Jersey 


JERSEY 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 804. PLATING 





PLATING MAGAZINE 
HAPPILY ANNOUNCES... 


FIFTH DECADE 


HE American Electroplaters’ Society (AES) ob- 
serves its Fiftieth Anniversary from July 1, 
1958 through June 30, 1959. 


FOURTH DECADE — only will that observance be climaxed by 


the Golden Jubilee Convention and Industrial 

Finishing Exposition, including the Fifth Inter- 

national Conference on Electrodeposition and 

Metal Finishing, to be held in Detroit, June 14-19, 

1959 with the AES’s Detroit Branch as host BUT 

THIRD DECADE ALSO by PLATING MAGAZINE’S Golden Jubilee 
Issue to appear in June 1959. 


A LARGE feature issue beamed both for im- 
mediate interest to PLATING’S global circu- 
Secomp Decane lation and for long retainment as an AES reference 
source and as a memento of this once-in-a-life- 
time, year-long observance, this issue will provide 
advertisers with a unique opportunity to reach 
the vast purchasing power in this field served by 
PLATING MAGAZINE, AES’s official journal. 


FIRST DECADE 


— for advertising space looms large, 


both for institutional and product advertis- 
ing. Assure yourself of accommodation by placing 
your insertion order NOW, particularly for special, 


preferred or premium positions. 


a 
FOR THE COMPLETE STORY, WRITE OR PHONE TODAY TO plating 


445 Broad Street, Newark 2, N. J. 
Telephone: HUmboldt 2-3400 
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BELKE Rod Agitator for Small Tanks 


Variable speed—for rods to °4’' diameter 


The perfect answer to improved plating of printed 
circuits, precious metals, costume jewelry, and small 
lot work of all kinds. 


Easily installed—Bolts to tank flange. 
Speeds—12 to 29, 3” strokes per minute. 
Furnished with tank or for tank you have. 


BELKE Rod Agitators are available for tanks of all 
sizes. Send for literature. 


BELKE Weldless Anode Baskets 


T, Withstand the many new so- 
lutions that eat up welds. 


Note weldiess 
attachment of 
basket to 
spine—also 
extra hook 
(furnished 
when speci- 
fied) used 

to hold 
basket high 
so operator 
can see when 
mere anodes 
are needed. 


No welds to come open 


The 3/32” x 1” cold rolled spine is formed at 
the bottom to hold the basket without 
welding. Die-formed tongues on the spine 
hold coils of the .156” Premier Spring 
Stee! Basket 

Available as illustrated or with the extra 
hook shown in the inset; also curved to 
specifications. Standard lengths: Dim. A, 
6"; Dim. B, 18, 21, 24, 27, and 33 inches. 
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MANUFACTURING COMPANY 
947 N. Cicero, Chicago 51 





New BELKE Air Operated Rinse Hoppers 


For low cost, accurately timed rinsing, 

chromating and bright dip finishing. 
Unit illustrated has three perforated hoppers each independently oper- 
ated by air cylinders on both sides of the tank. 


Hopper No. 2 has automatic timing control for accurate emersion time. 
Compartment No. 1 and hopper are plain steel. The other compartments 
are Tygon Lined and Tygon coated; the other hoppers are 3/16” stain- 
less steel. 


Available with required number of hoppers, of specified materials, with 
manual, partial automatic or full automatic operation. See your BELKE 
Service Engineer or write. 


Polyethylene 
Tanks and Pails 


Corrosion resistant, 

tough, easy to move. 

One-piece molded of 

virgin polyethylene. 
30 gal. 

Height 27” 

O.D. 18” 

Walls 3/32” 

Each 21.75 


with OUTSIDE FLANGE 
No. 30-OF 55-OF 
with INSIDE FLANGE 


No. 30-1F 55-IF 


Covers 


Each 4.50 6.00 
No. 30-IFC 55-IFC 


Polyethylene Pails 


_B Have steel bails covered with 
Tygon Tubing 

Cat. Price 

Qts. No. Each 

11 11QP $3.00 

14 14QP 3.50 


EVERYTHING FOR PLATING PLANTS 





FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 805. 


17 17QP 4.00 
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Acme 

designs 

Custom selups 
to volume-tinish 





difficull shapes 


Polishing or buffing difficult contours on a volume basis 
can only be a successful and economical operation when 
the equipment is designed for the job—by experts. 
That’s why, for nearly fifty years, manufacturers have 
turned to Acme-designed equipment. 

Skilled Acme engineers receive the problem-product 
and, with standard units and a wide variety of acces- 
sories, design a custom machine to do the complete job. 
Each model change brings new challenges, yet much of 
the Acme equipment can be used year after year. 
Next time finishing problems come up, give them to an 
Acme engineer. He’s used to them. 


Photo shows three of twenty-one operations on Acme 
machine for finishing all contours of auto bumper 


part. At each station, part is automatically positioned LET ACME fblisk “Ky 
and buffed by 20-hp floating-head lathe. 
YOUR FINISHING PROBLEMS 


ACME MANUFACTURING COMPANY 


1400 E. 9 MILE ROAD, DETROIT 20, MICHIGAN 
LEADING PRODUCERS OF AUTOMATIC POLISHING AND BUFFING EQUIPMENT SINCE 1910 


AUGUST 1958 FOR FURTHER INCORMATION, USE READER SERVICE CARD; INDICATE A 806. 80° 





Look to... 


Wyandotte for lower metal- 





finishing costs, complete service 


Wyandotte offers vou the complete 
line of cost-cutting industrial 
chemical products to improve 
the quality of your metal-finishing 


operations. 


In addition,Wyandotte provides 
prompt, accurate, and thorough 
technical service through trained 
representatives. This service, to- 
gether with warehouse stocks, is 


available from coast to coast. 


We can accurately survey and 
analyze all your specialized 
chemical-finishing operations. Let 
us help vou — no obligation. 
Wyandotte Chemicals Corporation, 
Wyandotte, Michigan. Also Los 
Nietos. California. Offices in princi- 
pal cities. 


yandotte 
CHEMICALS 


J. B. FORD DIVISION 


"The Best in Chemical Pro 


Wyandotte’s complete line of products 
for metal finishing: 


* Buffing Compound Removers. \iERSOCLEAN-540 


process for all metals. 


* Electrocleaners. Anodic and Cathodic—for steel, copper, 
brass, zine die castings, nickel, and other metals: F.S.,* B.N., 


C.5S.R.,* LECTRITE-NF. 


* Soak Cleaners. (omplete line for the electroplating, vitre- 
ous enameling, and painting industries: W.L.G.,* ALTREX,* 


NO. 11 CLEANER, RUVAT. 


* Barrel-Finishing Compounds. De-burring and burnishing 
types for steel, stainless steel, brass, zinc die castings, aluminum, 


and copper. 


* Washing-Machine Cleaners. Alkaline and emulsion 
types, for spray and rotary machines: EXPRAY-AP, IN- 
DUSTRIAL 38, NORDALL,* EMLON.* 


* Paint Removers. Alkaline and solvent types, for all finishes 
on all metals. 


* Paint-Preparation Products. Cleaning and phosphating 
processes: PRE-FOS,* PHOS-IT.* 


* Paint-Department Maintenance. \Water-wash com- 
pounds, dry-wall compounds, booth-cleanout compounds, 


* Rust and Scale Removers. 


* Aluminum-Specialty Products. Etchants, de-smutting 
compounds, preparation for spot welding, brighteners. 


* Rust Preventatives. R-2, NORDALL.* 


* Neutralizers. For pickling and vitreous-enameling lines. 


*Reg. U.S. Pat. Off. 


ducts for Metal Finishing” 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 807. PLATING 





For increased 
efficiency and 
longer life 


at the heart of your plating equipment 


=| 


_ talk to your rectifier 
y > supplier about... 


Radio Receptor hcd* petti-sel 
Selenium Rectifiers *high current density 


Buy rectifier performance for ideally functioning 
plating equipment — not just a lot of space-consuming 
square inches. Petti-Sel high current density recti- 
fiers are now revolutionizing the manufacture of 
power supplies for plating in this country as they’ve 
been doing in European applications for a long time. 
Once installed you can forget them because they’re 
trouble free. 

A development of the famous Siemens of Germany, 
Radio Receptor produces them exclusively in the U. S. 
Their outstanding characteristics are not even 
approached by any standard rectifiers available 
today. When you need new plating equipment, make 
sure it’s really modern. See that the power supply 
contains HCD Petti-Sel Rectifiers! Literature upon 
request. 


ow 


Semiconductor Division 


RADIO RECEPTOR COMPANY, INC. 


Subsidiary of General Instrument Corporation 
gM) General Instrument 
240 Wythe Avenue, Brooklyn 11, N. Y., EVergreen 8-6000 Semiconductors 


GENERAL INSTRUMENT CORPORATION ALSO INCLUDES 


AUTOMATIC MANUFACTURING DIVISION ¢ F. W. SICKLES DIVISION 
MICAMOLD ELECTRONICS MANUFACTURING CORPORATION (SUBSIDIARY) 


AUGUST 1958 FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 808. 
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... lf we had it all to do 
over again @ @ @ we would still put prime emphasis on research 


and service . . . research into newer and better 

products giving superior metal finishing economically 
. . research into advanced techniques and new 

concepts making the job easier, faster and more 

effective . . . research into all facets of metal 

surface preparation. 


... and service you can count on from men 
with “know-how”. . . “‘shirt-sleeve’’ service that 
works with you on all finishing problems .. . 
fast service when and where you need it. 


On this our 35th Anniversary, we continue to 
put unrelenting emphasis on research and service... 
and if you check with us after 100 years, you 
would still find our company progressing on 
this same firm basis. 


DIVERSEY ©. 


1820 ROSCOE STREET, CHICAGO 13, ILLINOIS 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 809 PLATING 








NE W. »»# FROM ROHCO® RESEARCH 


O-BRIGHT 


Full-Bright * High-Speed 
CYANIDE COPPER PLATING PROCESS 


Ask your ROHCO Representative —or write for details. 


Send sample of your bath for conversion recommendations! 


R. O. HULL & COMPANY, INC. 
1302 Parsons Court e Rocky River 16, Ohio 


AUGUST 1958 FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 810. 80 








New additive improves 


all cyanide 


copper and bronze 


baths... 


NEOCHEL 


M&T NEOCHEL, a compatible liquid formulation, 
can be used in place of Rochelle salt and propri- 


etary additives to the great advantage of the user. 


improved cathode efficiency . . . Baths contain- 
ing Neochel plate faster than those containing 
other available additives. 


Higher anode efficiency ... even at current den- 
sities where other additives lose effect rapidly. 


Minimizes effect of contaminants. With reduc- 
ing and chelating action, NEOCHEL cuts effect of 
chromium contamination, promotes satisfactory 
deposits. 


Cuts cyanide consumption. Higher anode effi- 
ciency slows cyanide decomposition and consump- 
tion, thereby cutting a major bath upkeep cost. 
Retards carbonate build-up. Less cyanide de- 
composition at anodes means less oxidation and 
consequently less carbonate. 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 811. 


Smoother deposits . . . because anode corrosion 
is better; and troublesome hard water precipitates 
are reduced. 


NEOCHEL outperforms anything that’s been avail- 
able to now to improve bath operation. It means 
more efficient cyanide copper and bronze plating, 
contributes to better results, helps curb operating 
problems. Cuts costs, too. It will pay you to get 
all the facts ... direct from an M&T plating engi- 
neer. Or from our Bulletin No. 158. Send for your 


copy today. — *Pat. applied for. 
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METAL & THERMIT 
CORPORATION 


GENERAL OFFICES: RAHWAY, NEW JERSEY 
Pittsburgh + Atlanta + Detroit + E. Chicago + Los Angeles 
in Canada: Metal & Thermit— United Chromium of Canada, Limited, Rexdale, Ont, 
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50% 
Standard Grade 


35% 
Standard Grade 


(SOLVAY) 
=y 


W 
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HYDRO 





30-gal 
Aluminum 


Drums 


a 


30% 


Tank Cars 
Reagent Grade 


(soivay) 


OXIDE 


30-gal 
Pol yeth ylene 
1ea Drums 
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naa well-fitted to meet your needs 





SoLvay is prepared to supply you with hydrogen per- 
oxide in either standard or reagent grades. The standard 
grades—both 35% and 50% strengths—are packed in 
30-gal. aluminum drums, tank trucks and tank cars. The 
30% reagent grade is packed in 30-gal. polyethylene- 
lined drums. SoLvay is also prepared to supply special 
Hydrogen Peroxide Technical Service to help you in 
handling, storage or process applications. 


Sodium Nitrite +» Potassium Carbonate +» CausticSoda + Chlorine 
Calcium Chloride + Sodium Bicarbonate * Ammonium Chloride 
Caustic Potash * Chloroform + Vinyl Chloride * Methylene Chloride 
Para-dichlorobenzene + Methyl Chloride «+ Cleaning Compounds 
Hydrogen Peroxide »* Aluminum Chloride »* Ammonium Bicarbonate 
Soda Ash « Carbon Tetrachloride + Mutual Chromium Chemicals 
Monochlorobenzene «+ Ortho-dichlorobenzene + Snowflake® Crystals 


SOLVAY branch offices and dealers are located in major 
centers from coast fo coast. 


Hite 


AGILE «SOLVAY PROCESS 


DIVISION 


61 Broadway, New York 6, N.Y. 


AUGUST 1958 


Hydrogen Peroxide 

Dilution Data Book 

Gives complete information on diluting + 

SOLVAY Hydrogen Peroxide to the 

concentrations you need—-plus important facts on 

handling, stabilizing, storing and analyzing dilute solutions. 
Mail coupon now for your copy! 


SOLVAY PROCESS DIVISION 


61 Broadway, New York 6, N. ¥ CD-88 


Please send without cost your book, “Dilution of Hydro- 
gen Peroxide.” 


Name—____ 
Position — 
EE a 
Phone... 
Address 

City Zone 





FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 812. 





NEW om 
UDYLITE... 


BRIGHT TING ryER! 


AN ENTIRELY NEW PROCESS FOR BRIGHT ZINC RACK PLATING 





Now, Udylite announces, ZS-58, the fastest bright zinc process ever developed for rack 
plating. Over 4,000 hours of research—4,000 hours of probing, testing and analyzing have 
gone into the perfection of ZS-58. The results of this research are conclusive evidence that 
here is a bright zinc bath that can plate faster, brighter and more economically. The greatly 
increased current density range of ZS-58, combined with its exceptional throwing powers 
and better plate distribution at higher temperatures allows you to plate with speed and 
accuracy . . . and still maintain high lustre with no burning. Also, ZS-58 offers you— 


@ BRIGHT DEPOSITS WITH SOLUTION TEMPERATURE AS HIGH 
AS 110°F (with no increase in brightener consumption) 


@ BRIGHTENER CONCENTRATION IS NOT CRITICAL (eliminates 
production losses due to faulty additions) 


@ HIGHER OVERALL CURRENT DENSITY (more plate thickness in 
recessed areas .. . and higher production) 


These are just some of the reasons why you should try Udylite ZS-58 Bright Zinc. 
Your local Udylite salesman has many more—Call him today, or write direct to: 


FOR FUBTHER INFORMATION, USE READER SESVICE CARD; INDICATE A 813. PLATING 





corporation 


detroit 11, michigan * world's largest plating supplier 
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“THIS STEVENS AUTOMATIC BARREL PLATING MACHINE IS 
SAVING US $1,200 A MONTH IN CADMIUM, ALONE!” says 


Accurate plating — not overplating — not underplating 

. that’s how Nelkin is saving $1,200.00 a month. 
Their Automatic is plating at the rate of 60,000 pounds 
a week. And, it’s been doing it for over one year with 


no downtime whatsoever! 


This is the kind of production and economy that 


Stevens’ users have come to depend on. They know 





MR. JULIAN NELKIN 
PRESIDENT 
NELKIN CAD-O-MATIC 
METAL FINISHING CORP 
NEW YORK, N.Y 











their Stevens Automatics will deliver accurately — 
economically — dependably — everytime! 


If your present method of plating isn’t giving you 
all these advantages, better call your local Stevens 
Representative right now! Let him show you the 
Stevens automatic barrel plating way to more profit- 
able metal finishing! 


Remember — When you go automatic . . . go STEVENS! 


frederic b. 


i A 8 los 
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BRIGHTER COPPER, LESS TIME 
with EY LIUET> Addition Agents 


~ ®” GIVES A MORE BEAUTIFUL, 
DURABLE PLATE AT LESS COST TO YOU! 


Whether you’re producing plated parts for use on your 
own products or selling plated parts to volume buyers, 
your customers’ “OK” of your plated finish is of first 
importance to you! Equally important is being able to 
do a first-rate job at the lowest possible cost. That’s 
why the proved advantages of ISO-BRITE Copper 
Process are doubly important. 


Now available from Allied Research — ISO-BRITE 
Copper Gives You: 

ECONOMY—Freedom from roughness that reduces scrap. 
Deposit is fine grained, dense, ductile, and fully bright; 
requires no buffing. The high anode efficiency and wide 
operating temperature range, 135-165° F., are bonus 
qualities. 

SPEED—Faster rate of deposit cuts time in tank—or gives 
you heavier plate for equivalent tank time. 


EASE OF CONTROL—Requires less maintenance than 


NOTICE: 


any other copper bath. Noted for its high tolerance of 
organic contamination. 


BEAUTY—DURABILITY—Provides fine-grained, dense 
deposit that assures the finest finish. ISO-BRITE beauty is more 
than skin deep. No rough, porous copper to try to disguise. 


Teamed up with the strong advantages of ISO-BRITE Copper 
is the systematized approach to your copper plating prob- 
lem, resulting in a sludge-free bath. This includes bagging 
using exclusive weaves and materials, containers of vertical 
wire construction and FLAT-TOP anodes. 


We study your problem and make specific recommendations 
tailored to your installation. 


For complete information or assistance, simply 
get in touch with the Allied Field Engineer, listed 


under “Plating Supplies" in your classified ‘phone 
directory. 


All Wagner Brothers products, facilities, personnel and 
know-how are now available to you from Allied Research. 


>< Allied Research Products, Inc. 


> 4004-06 EAST MONUMENT STREET 
‘S BALTIMORE 5, MARYLAND 
~~ BRANCH OFFICE: 400 MIDLAND AVENUE, DETROIT 3, MICH. 


CHEMICAL AND ELECTROCHEMICAL PROCESSES, ANODES, RECTIFIERS, EQUIPMENT AND SUPPLIES FOR METAL FINISHING 
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Plating klystron tube parts at Electronic Tube Division, Sperry Rand Corp., Gainesville, Fla. 


How Sperry Rand cuts plating wastes 
from 72,000 to 400 gallons per day 


After plating, parts for Sperry Rand’s 
20,000-watt tubes for military air-navi- 
gation systems must be rinsed in high- 
grade water the chemical equiva 
lent of distilled water . . . and lots of it. 
But one pass through, and this pure 
water picks up toxic cyanides and can’t 
be used again 


Dumping 72,000 gallons of toxic 
rinse water every day would contami 
nate the plant water supply. Chemical 
treatment to make this rinse water non 
toxic would take up too much space 


cost too much to build and oper ite 


So, Sperry Rand’s engineers put in a 
PERMUTIT ion-ex hange system that 


814 


removes the copper, nickel, silver, cya- 
nides and other impurities so the rinse 
water can be re-used. 


Results: Dumping was cut to about 400 
gallons per day of concentrated impu- 
rities in safely disposable form. And the 
same Permutit units also produce the 
equivalent of distilled water — in vol- 
ume, at low cost—for cleaner, top-grade 
plating. 


In the same way, ion-exchange cuts 
costs in anodizing, bright dipping, 
pickling brass etching copper strip- 
ping. It also recovers copper and zinc 
from rayon wastes, concentrates ura- 


nium from complex ores, removes im- 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 316 


purities from sugar, drugs, antibiotics. 


We'll be glad to show you how ion- 
exchange will improve your processing 
and products. The Permutit Company, 
Dept. PL-8, 50 West 44th Street, 
New York 36, N. Y., or The Permutit 
Company of Canada, Ltd., Toronto 1] 
Ontario. 


PERMUTIT 


rhymes with “compute it” 
ION EXCHANGE for Water Conditioning 
Chemical Processing « Industrial Waste Treatment 
A division of PFAUDLER PERMUTIT INC 


PLATING 








AUGUST 1958 








Platers find many uses 


for chelating ‘cleaner 


*Chelating (pronounced key-lating) cleaners convert metallic 
salts and oxides into compounds soluble in water. 


By chelating and removing rust or heat scale at the same time that it 


removes oil, Oakite Rustripper combines pickling and alkaline cleaning 
into one operation. It also avoids disadvantages of acid pickling, such as 
hydrogen embrittlement and etching of machined surfaces. 


Platers now use Rustripper for dozens of difficult steel-cleaning jobs. Here 


are some examples reported in recent weeks: 


CALIFORNIA: ‘‘Rustripper has ended pickling 
damage such as embrittlement.”’ (Removing oil 
and light rust from machined landing gears 
before cadmium plating.) 


NEW YORK: "Now saving about $10.40 per 
du removing rust and scale and producing 
brighter plate.” (Rustripper, added to reverse 
current cleaner in automatic plating machine, 
has eliminated separate pickling of wire towel 
racks before nickel and chrome plating.) 


CONNECTICUT: "Rustripper added to reverse 
current cleaner has eliminated troublesome 
smut from metal furniture prior to copper- 


nickel-chrome plating.” 


NEW YORK: "Rustripper very good in bar- 
rels for derusting and brightening business 
machine parts... also for removing brown 
stains from parts put through black oxide 


treatment.” 


NEW YORK: “Small 
were embrittled by acid pickling. Rust, heat 


steel aircraft parts 
scale and stains are now safely removed by 


Rustripper and cyanide.” 


NEW JERSEY: “Only two cleaning rejects in 
first 15,000 parts plated.” (After Rustripper 
was added to reverse current cleaner in auto- 
matic plater to eliminate smut from tubular 
steel furniture.) 


INDIANA: “Rustripper is the best barrel com- 
pound we ever used for this job.” (Removing 
tough heat treat scale from steel screws.) 
“Total cleaning and zinc plating time has been 
cut in half.” 


NEW YORK: “Had trouble with light rust on 
business machine parts before cadmium plat- 
ing; also with smut left after electrocleaning. 
Rustripper cured both troubles.” 


FREE A 14-page illustrated booklet called “Here's 

the best shortcut in the field of electroplating” 
tells about many ways in which Oakite Rust- 
ripper can be of great value in the plating shop. 
Write to Oakite Products, Inc., 40 Rector St., 


New York 6, N. Y. 


FOR FURTHER INFORMATION, 


Ee 
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Ken 
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rHese CTRIPLINGS 


“DICK” DROSSLER 
California 


“GENE” KAY 
Wisconsin 


“FRED” LYONS, JR 


oe eee 


THE REVOLUTIONARY NEW 


STRIPPING BATH THAT 
REMOVES NICKEL FROM 
ALL BASIS METALS 


Versatile 
NI-PLEX 


strips nickel by simple immer- 
sion from Steel, Copper, Brass, 
Lead, Tin, Silver, Aluminum 
and Zinc die casting metal — 
without injury to base metal. 


Effective 
NI-PLEX 


Harmless 


strips nickel from parts con- 
taining 2 or more base metals. 


contains no Cyanides, Caustics 


NI-PLEX 


Non-Corrosive 
NI-PLEX 


Stable 
NI-PLEX 


Economical 
NI-PLEX 


Fast-Acting 
NI-PLEX 


or Acids. Non-fuming. 


does not pit or corrode (not 
even die castings). 


is stable for long periods of 
time; in use or standing — at 
temperatures ranging from 
room to 175 


costs $.031 per sq. ft. to strip 
0.0001” of nickel plate (cal- 
culated on drum lots). 
Unlike other strippers, 
NI-PLEX components do not 
destroy each other. 


NEW NI-PLEX PURCHASERS .. . RECEIVE AN EXCITING 
“FREE GIFT. BE SURE A “STRIPLING’ CALLS ON YOU. 
WRITE US TODAY! NO OBLIGATION, OF COURSE. 


HAMPSHIRE H 
C 


PO | 
816 


SSON AVE NUE @ 


sack 


“DAVE” DODGE 
Detroit Ohio 


“BOB” JENSEN 
New York 


“PAUL” REPETTO 
New Jersey 


“CHARLIE” SCHROEDER 
Connecticut 


All College Chemistry students, the 
NI-PLEX “Striplings” are traveling the 
country this Summer to tell you how you 


can make money and save money with 
NI-PLEX. 


Hampshire Chemical Corporation 
Poisson Avenue 
Nashua, New Hampshire 





[_] Please send us parcel post prepaid enough 
NI-PLEX for 1 gallon bath with Instructions. 
[] $4.00 check enclosed. [_] $4.00 purchase 
order enclosed. 
[_] Please send us NI-PLEX literature. 
RII 5 cise hecisinteduece nctwesnveants 
SIT tc avciusssdehasachedadiabessaxcas 


Sie: saat occicsneeetematin 


Chemical Corporation 


NAS HUA 
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LASALCO 


CYCLEFLEX Full Automatic Plating & 
Anodizing Machine. 

Most versatile of all automatics! No overhaul or re- 
building to switch cycles—just a simple moving in 
positions of pick-up heads and minor changes in tank 
partitions. Safety controls prevent conveyor break- 
downs and load dropping. Many adaptations for any 
requirement. Low headroom. 


SELECT-O-MATIC Multiple Process Plater. 
Handles 2, 3 or more process cycles at one time! While 
loading, operator merely turns dial to select desired 
cycle for individual racks and the rest is fully auto 
matic! One operator can handle several different pro 
cesses simultaneously. Saves investment in a variety 
of machines—reduces floor space requirements—cuts 
maintenance to a minimum 


——_ 





ie TS 
i «4 vous 
ont le 


® Lasalco has the sound experience 
and proved ability to analyze 

your exact needs, and to give you 
equipment that will increase output 
do it better, faster, and 

far more profitably. Phone or 

write for the services of a 

Lasalco engineer. 
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can make your plating 
ation more 


% 
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DAW JUNIOR CONVEYOR 
Fully automatic handling of individual parts. Tailor-made 
for any production output and any cycle. Tank to tank 
work traasfers raise carriers to above horizontal to pre- 
vent solution carry-over, and eliminate air or gas pockets 
in work. Automatic unloading if work permits 


DAW SENIOR CONVEYOR 
Custom-engineered, fully automatic, for any job, any 
cycle, any production requirement. Transfers from one 
tank to another raises work from vertical to above hori- 
zontal to facilitate drainage, prevent solution dragout. 
Handles racks for all sizes and quantities of parts. Auto- 
matic unloading unless shape or work size is too large. 


Write For Descriptive Literature 








LASALCO, INC. 


HOME OFFICE: 2820 LaSalle St. « 
IN TEXAS: 2805 Allen Street «+ 


St. Lovis 4, Mo. «+ 
Dallas, Texas * 


PRospect 1-2990 
Riverside 7-5814 


sah Oper cS 
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ON THE PAYROLL! 


They prove the purity of 
Nalcite treated plating waste 








In one of the nation's most modern plating plants, Nalcite Cation 
and Anion Exchange Resins hold down the cost of demineralizing 
waste water . . . with contented goldfish proving the effectiveness 
of treatment. Chrome is recovered . . . demineralized water is re- 
circulated as high quality rinse water ...and a waste disposal 
problem is solved. The control panel actually contains a goldfish 
aquarium through which an effluent sample flows . . . and the lively 
fish are proof that the treated waste is safe! 


More and more industries are using these amazingly versatile 
Nalcite microspheres . . . for faster, cheaper production of demin- 
eralized water used in boilers, reactors, rinses ...for separation 
and purification of rare earth metals . . . for disposal of dangerous 
wastes. There are other uses, too, and Nalco welcomes the oppor- 
tunity to help you utilize them. 


NATIONAL ALUMINATE CORPORATION 


6301 West 66th Place ° Chicago 38, Iilinois 


In Canada: Alchem Limited, Burlington, Ontario 


*» PRODUCTS... When you use Nalcite Resins, you take 
vantage of Nalco’s long and broad experience in water and process technology. 


USE READER SERVICE CARD; INDICATE A 820. 
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NOW OFFERS DECORATIVE 


WOLD 


ON ECONOMICAL 


LINL 


At long last you can now secure 
beautifully bright, gleaming colors 
from a simple LUSTER-ON chro- 
mate dip process for your zinc 
plated small parts. 

These are not just spotty iden 
fication colors. These are scintil- 
lating golds, yellows, blues, greens, 
violets, reds, brass and copper hues 
that will add glamor and sales 
appeal. 


Especially Brilliant 
on Wire Goods 


Be the first in your field to offer this 
sales booster. Write or wire today 
for the full story on low-cost 
LUSTER-ON COLOR. 


Samples Gladly Processed Free 


West Coast: Crown Chem. & Engr. 
Los Angeles & San Francisco 
Canadian Licensee: Alloycroft Ltd., Montreal 


THE, 


- 


CORPORATION 


" 57 Waltham Ave., Springfield 9, Mass. 
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Racks are ready for long life under roughest service 
conditions with Unichrome Coating 218X. So tough 


resistant to abrasion. 


is this quality plastisol rack insulation, that damage 
H IS COATI N G aS FuMRy. Beant Chip, coach, tear . . . i Nagy 


But even if accidental damage does occur, coating life 


gt ” is still not shortened. Coating 218X can be patched 
[| FE INSU RANCE and rebaked with no loss of toughness or resiliency. 


Like new, the rebaked coating will continue to 


survive strongest plating and cleaning operations, 


...that’s one more of the advantages _ including vapor degreasing cycles. 
of Unichrome Coating 218X Platers have been saving maintenance money for over 


x 


4 ————— 
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10 years now with Coating 218X.. . first in the field. 
They have proved for themselves that using the 
best quality at the outset saves most money in 


the long run. Send for more details. 


Are you using 
the rack coating 
that gives you 
ALL FIVE? 


a 


WW \ 1) \ oY Ww 


1. Built-in cure indicator 
assures maximum performance 


— 


2. No contamination of plating baths 


/ 


\ 


3. Ability to be rebaked for patching 


4. Nationwide set-up of expert applicators 


a | 


5. Highly qualified technical service. 


/ 


\ 7 We 


— 





gta \e) a 


First name in plastisols for ali plating purposes... 
METAL & THERMIT CORPORATION 


Member, Viny! Dispersions Division of the SPI 


—— 


GENERAL OFFICES: RAHWAY, NEW JERSEY 
Pittsburgh « Atlanta * Detroit * E. Chicago * Los Angeles 
In Canada: Metal & Thermit—United Chromium of Canada, Limited, Rexdale, Ont 





- 


—_— 
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A smooth, flawless finish in 
this mold plated by Nutmeg 
Chrome Corp. assures an 
equally flawless finishin 
molded melamine dishwear. 
Nutmeg considers the finish 
of this force and cavity, 
hard-plated with Mutual 
Chromic Acid, ‘about the 
highest lustre obtainable 
on any surface.” 

















For perfect plating every time 
use Mutual tow sucrate Chromic Acid 


When only a perfect finish will do, the purity of Mutual 


Chromic Acid is one safeguard against plating diffi- 
culties... and against expensive rejects! 

Mutual Chromic Acid is always 99.75% pure — or 
better. Sulfate content never exceeds 0.1%. Rigid qual- 
ity control by Mutual insures that the chromic acid you 


get is always the same. This makes it easy for you to con- 


Mutual 


Sodium Bichromate 
Sodium Chromate 
Chromic Acid 


chromium chemicals 


Potassium Bichromate 

Potassium Chromate 

Ammonium Bichromate 
Koreon (one-bath chrome tan) 


SOLVAY PROCESS 
DIVISION 
61 Broadway, New York 6, N. Y. 


MUTUAL chromium chemicals are available through dealers and 
SOLVAY branch offices located in major centers from coast to coast. 


820 
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trol accurately the acid-sulfate ratio of your plating bath. 

To learn more about these and other advantages of 
Mutual Chromic Acid, send today for “Chromium 
Chemicals.” This booklet gives full technical informa- 
tion on the entire line of Mutual Products. Mutual's 
Technical Service Staff will also be happy to offer help 


and information at any time. 


Solvay Process Division 
Dept. 8, 61 Broadway, New York 6, N.Y. 


lease send: 
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DEFEAT THE HEAT 


proof that motor generators are your best 
investment in power conversion equipment 


Youngstown Sheet and Tube Co. beats the heat with four 72,000 ampere, 20 volt 
j ‘ 1 Chandeysson M.G. Sets. Each is driven by a 2,500 HP, 300 RPM synchronous motor. 
A 


Vf | iy <> 
Chanaeg— 


Generators are built to take the heat, 
heavy punishment under severest operating conditions 


Throughout the plating industry, companies rely on possible cost... whatever your needs are in power 
Chandeysson Motor Generators as their most depend- conversion equipment . . . insist on Chandeysson low- 
able form of low-voltage power...because Chandeysson yoltage generators. 

M. G. sets are built to take it! Hot summer tempera- Sy 
tures and overloads are no problem... operate con- 
tinuously in temperatures of 105° F to 120° F in the 
shade... can carry 115% current and 110% voltage Generator set. Mail this coupon . .. Now! 


on how you can gain 
lifetime power dividends with a Chandeysson Motor 


simultaneously, continuously. For short times, these ~_q 
M. G. sets will carry up to 150°; load... without 

damage. 

These are just a few examples of Chandeysson per- CHANDEYSSON ELECTRIC COMPANY 
formance engineering. Behind every generator are Se ee 
decades of engineering and manufacturing know-how Please send new booklet D-103 

... consistent employment of only the finest, most 
durable materials ...and user testimony to highest 
standards of performance and life-long service. For Company 


Name 


extra capacity to meet emergencies at the lowest ptteees 
City Zone State.. 


CHANDEYSSON ELECTRIC COMPANY e@ 4078 Bingham Avenue St. Louis 16, Missouri 
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with fast-acting 


FROM FERROUS METALS WY .\ (emer ttht 


Whatever your removal problem, it 
will pay you to check Ahco’s com- 
plete line of tested and proven com- 
pounds. Included are both acid and 
alkaline materials for soak tank, elec- 
trolytic tank, and tumbling opera- 
tions. Three of the most popular are... 


No. V+ 


ine com 


Anco Deruster 


kal 


FREE bulletins describing these and 
many more AHCO Compounds are now 
available . . . write for your copies to 


DIVISION OF 


HUBBARD-HALL CHEMICAL CO, 
WATERBURY, CONN. 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 825. PLATING 





MAYTAG TREATS ITS WACTE AND CUTS ITS WATER BILL ! 


ars xara, a> rn 





At its home office and factories at Newton, Iowa, The 
Maytag Company recovers approximately 70% of its 
metal finishing waste waters for re-use in plating and 
other plant operations. 

1 MGD of segregated wastes from pickling, phos- 
phating, porcelain enameling, electroplating, etc., are 
treated in VORTI® mixer basins and a CYCLATOR® 
clarifier to produce an effluent suitable for disposal or 
water reclamation. 

Let your INFILCO representative discuss your 
specific waste treatment problems with your engi- 
neers. Send today for the following bulletins: 850 
(“CYCLATOR” clarifiers) ; 700 (VORTI® mixers) ; 1960 
(CATEXER® ANNEXER® ion exchangers). 

State your chemical feeder needs. Or write for 
Bulletin 80 for the complete line of INFILCO equipment 
for every type of water and waste treatment problem. 


‘Testeeteieaiententenentetentestentementententententon 


INFILES 


Field offices throughout the United States 
and in foreign countries 


INFILCO invites inquiries on all industrial water supply 
and waste-water treatment problems. 


| 

; a 

| General Offices - Tucson, Arizona - P.O. Box 5033 
| 

| 


THE ONLY COMPANY impartially offering equipment for ALL types of water and waste processing—coagulation, 
precipitation, sedimentation, flotation, filtration, ion exchange and biological treatment. 
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Papmemaan KUL-KUT BUFFS 
peru 


BIAS TYPE @ STEEL CENTER @ FULLY VENTILATED 


Particularly adaptable to semi and full automatic operation 


Longer life— 
More parts buffed with 
less compound 
Fully ventilated and 
cooler operating 
Pre-tested, accurately 
balanced & ready faced 
For added safety—one 
row of extra heavy 
concentric sewing close 
to center plate 


KUL-KUT Segment Buff 
(cloth or Sisal) 


KUL-KUT Sisal Buff 


for cut and color 


for polishing 
and/or buffing 
parts having contoured 
surfaces 


in one operation 
on plain or 
stainless 
steel 


A complete line of air-cooled bias type buffs for every need 
Additional information and prices will be supplied on request—a trial will 
prove conclusively that KUL-KUT BUFFS are the most economical to use 


BUFFING COMPOUNDS EXTRUDED ANY SIZE TO FIT YOUR APPLICATION 





Chas. F. L°Hommedieu & Sons Co. 
MANUFACTURERS of 


@ 


Chas. B. Little Co. 
Newark, N. J. 


W. R. Shields Co. 
Detroit, Mich. 
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Plating and Polishing Machinery 
Complete Plating Plants Furnished 


© 


Gen. Office and Factory: 


B hes: 
4521 Ogden Ave. ranches 


Cleveland 


CHICAGO and 


Los Angeles 





PLATING 


oH BOOKS 


Remittance must accompany all book orders 
placed with AES Headquarters. 


American Society for Testing Materials 
1957 Proceedings, Volume 57, 1430 pp 
AES members $10.80; non-members $12.00. 

This book records the ASTM technical 
accomplishments of the year, includes re- 
ports and papers together with discussion 
offered to the society during the year and 
accepted for the proceedings. The volume 
includes the summary of proceedings of 
the ASTM 60th Annual Meeting and the 
summary of proceedings of the Philadel- 
phia Spring Meeting, listing by title and 
author the programs for each session. 

The annual president's address by R. A. 
Schatzel, “Our Expanding Technology 
and ASTM,” emphasizes the Society's 
responsibilities in areas for contributions 
to the national technical welfare. 

The annual report of the board of 
directors highlights matters administra- 
tive, technical, and financial. Included 
are records of all meetings held by the 
society and its districts, information on 
membership gains, publications, honors, 
and awards, and other matters of interest. 
There are 66 reports of technical com- 
mittees which, together with appendices 
provide useful information as do the 52 
technical papers and discussions on a wide 
variety of subjects pertaining to research 
and testing materials. 

In addition to the reports and technical 
papers, many of which have been given 
at the national meetings and some of 
which have been preprinted, the proceed- 
ings contains much discussion not  pre- 
viously published. 


Development of Electroplating Processes to 
Eliminate Hydrogen Embrittlement in High- 
Strength Steel. by J. E. Chilton, Stanford 
Research Institute for Wright Air Develop- 
ment Center, U. S. Air Force. Jan. 1958 
84 pp. Order PB 131721 directly from 
Office of Technical Services, U. S. Depart- 
ment of Commerce, Washington 25, D. C., 
$2.95 

This report describes the properties of 
the electrodeposition of cadmium on a 
high-strength, aircraft quality steel. Prop- 
erties data were drawn from an attempt 
to plate cadmium on steel without hydro- 
gen embrittlement. The static sustained 
load beam test was used for evaluation of 
the effects of hydrogen embrittlement 
caused by plating cadmium on SAE 4340 
steel from different baths and by different 
techniques. A sulfamate bath, a perchlo- 
rate bath, and cadmium-tin alloy plates 
were found to give deposits which showed 
no hydrogen embrittlement. Copper 
plated from a pyrophosphate bath and a 
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nickel-tin plate from a fluoride bath also 


produced no embrittlement. Techniques DUE DATES 

of degreasing steel bars with trichloro- FROM AES BRANCHES 
ethylene, anodic cleaning in alkaline solu- 

tion and vapor, and sand blasting were OCTOBER 15 Return Sheets from accredited 
evaluated as the best methods for surface Delegates covering Branch Nomi- 


cleaning and descaling without embrittle- nations for AES Scientific Achieve- 
ment Award. 

ment. 
NOVEMBER 3 Return Sheets signed by both the 
Phosphating Treatments—Patent Literature Branch pore and pyar 
Survey by E. C. Tinsley, Rock Island Arsenal cetery cesigneting end cortitying 


the Branch’s duly elected Delegates 
Laboratory, U. S. Army Ordance Corps and Alternates for Credentials Com- 


Apr. 1957. 148 pages. Order PB 131356 mittee accreditation. The tenure 
directly from Office of Technical Services, of these Delegates will be from the 
W<¢ fC Washine first Branch Meeting following the 

COPIER CF NOTE, eeINgTON 1958 Cincinnati Convention to the 
25, D. C., $3.75 first Branch Meeting following 
the 1959 Detroit Convention. 
This volume was compiled as an aid to 
DECEMBER 1 Per Capita Taxes for all Branch 
(September if Members in good standing cover- 
possible) ing the 15-month period tom 
phating coatings for metals. Data are April 1, 1958 through June 30, 
given on 522 patents relating to the phos- 1959. 


phating process. Each entry is abstracted. 


chemists and engineers concerned with 
production or selection of effective phos- 











COMPOUND *67 - 
ALKALINE ALUMINUM CLEA “ 
NO ATTACK SILICAT 


“41958 Compound jor at958 fot 


Cleans FAST and THOROUGH reLY 
Oil and Grease Dispersed cO 
NO ATTACK on Dilution 
NO SILICEOUS Fims to 
Following = 
Anodizin 
— ADHERENT Plating 
NO WEAK SPOTS in Chemica 


AY” 
“DO IT THE STRATFORD WA* Ww 


Sample on Request 


OFFSET Processes 


| Passivation Films 


STRATFORD CHEMICAL CO., INC. 


HONEY STkKEET - MILFORD, CONNECTICUT 
MILFORD TR. 8-0392 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 828. 





“There’s a world of difference in Anodizing when you have 
Automatic Current Density Control”... 
. says John Gurniak of 


MICHAEL FLYNN MFG. CO., PA. 


“and that big difference is the accuracy and 
simplicity in which a pre-determined 
film thickness can be controlled.” 


“We chose RAPID ELECTRIC'S 
Automatic Current Density Control 
rectifiers to eliminate the problem of 
estimating current densities with each load 
change. One setting, and the rectifier 
automatically maintains a constant current 
density per square foot of work.” 

“It’s that easy’’. 

“Once more, with the possibility of 
over-current virtually eliminated, 


MICHAEL FLYNN’S high standard 


of quality is assured.” 


THE NAMEPLATE THAT MEANS " Ware Power to You!” 


RAPID ELECTRIC COMPANY 


12838 Fenkell Avenue 2 Detroit 27, Mich. ° Diamend 1-8537 
2881 Middletown Road + New York 61, N. Y. * TAlmadge 8-2200 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 829. PLATING 


INDICATE A 830.> 





No matter what your aluminum finishing 
problem or need, you'll find the answer at 
because it is the one company 


combining a complete engineering service 


with a complete line of equipment and supplies! 


Want the best 

possible recommendation of a Rectifier . . 
Generator . . . or Control Equipment for your 
particular operations? Page 2 tells how to get it 





— Whatever your need—from a single 
component to a complete, integrated system 
H-VW-M supplies it . . . Page 3. 











H-VW-M engineers and technicians are 
anodizing equipment specialists, with years of 
experience. Page 3 tells why these H-VW-M 
services mean greater efficiency and savings 
in your plant. 





Page 4 
shows how H-VW-M research has resulted in 
new compounds, improved buffs and cleaners 
to make aluminum finishing easier, better 


HANSON-VAN WINKLE-MUNNING COMPANY 
MATAWAN, NEW JERSEY 

Manufacturers of a complete line of electroplating and polishing processes, equipment and supplies 
PLANTS: Matawan, N. J. « Grand Rapids, Michigan « Los Angeles, California (Alert Supply Co.) 
Sales Offices: Anderson (ind.) * Baltimore * Beloit (Wisc.) * Chicago * Cleveland * Dayton 
* Grand Rapids * Los Angeles (Alert Supply Co.) * Louisville * Matawan * Milwaukee 
* Philadelphia * Pittsburgh * Plainfield (N. J.) * Rochester * San Francisco (Alert 
.) © Stratford * Toledo * Utica * Wallingford (Conn.) * West Springfield (Mass.) 





These H-VW:M anodizing and Finishing 
to New Savings, New Efficiency, New 


ELECTRICAL EQUIPMENT 


H-VW-M is the only manufacturer of both Germanium 
and Selenium Rectifiers and low voltage, direct cur- 
rent Motor Generator Sets for the metal finishing 
_industry. This thorough experience in every phase of 
low voltage power generation and rectification means 
that when you bring your power problems to H-VW-M 
you're sure to get the perfect equipment recom- 
mendation. 





Germanium and Selenium Rectifiers F 
... Rectifier Controls 3 Remote Controlled 


Self-Contained Rectifier with 


Rectifier with Tap Switch Control 
Tap Switch Control 


Highest quality and efficiency, flexibility, economy and 

low maintenance are the characteristics combined in 

H-VW-M’s full line of both Germanium and Selenium transformers and saturable core reactors are used with 
Rectifiers. 6 to 48 volt units—both remote and self- or without supplemental controls to provide automatic 
contained—provide the exact direct current low-voltage voltage stabilization, automatic constant current as well 
and high amperage required in aluminum anodizing. as automatic programming. 

The widest possible choice of controls and control com- Write for Bulletin ER-108, which gives further infor- 
binations is available. Such devices as manual or motor mation about Rectifiers and Controls, plus useful con- 
operated tap switch controls, continuously variable auto- trol application suggestions. 


Manval Tap Saturable Core Reactor Continuously Variable Motor Operated Tap 
Switch Control Auto-Transformer Switch Control 


Generators ... and Controls 


H-VW-M Motor Generators designed especially for 

metal finishing operations are built in sizes up to 50,000 

amperes, and accessory equipment includes a full line 

of controls and control panels to cover any desired 

control function. Easy-to-maintain H-VW-M Motor 

Generators have exceptionally rugged and practical 

construction features insuring maximum performance 

and life. Standard voltage ratings range from 6 to 50 

volts, and include the 18 and 24 volt units usually re- 

quired for sulphuric acid anodizing, plus the 40 and 50 

volt units used in chromic acid anodizing. Write today o 
for 24-page Bulletin G-104, covering in detail all ay ay tea ear sen er 
H-VW-M Generators. 





Supplies, Equipment and Services Add Up 
Stenpuorty os Operation in Your Plant 


Automation in 
Metalfinishing— 

Full Automatic Conveyors 
with Dial-A-Cycle 


H-VW-M’s new DIAL-A-CYCLE system automates nine 
or more complete metalfinishing processes on a single 
anodizing or electroplating machine. This revolutionary 
by-pass mechanism can be used on any metalfinishing 
installation for anodizing, electroplating, or similar 
processing. It is especially useful and effects substantial 
cost reductions when a variety of parts requires several 
different processes or colors. 

DIAL-A-CYCLE, as the name implies, is controlled 
by a simple dial setting. The dial is mounted on the 
carrier arm that carries the parts through processing 
tanks. It is set by the machine operator for the process- 
ing steps through which each load of unfinished parts 
is to move. Automatic conveying then takes over, lower- 


Tanks and Equipment 


At H-VW-M —the plating and anodizing industry’s 
workshop—you'll find tank equipment for every phase 
of your work. For chromic acid anodizing, H-VW-M 
double electric welded unlined steel tanks are offered, 
along with steel coil equipment for cooling and heating. 
The entire system is H-VW-M designed, supplied and 
installed. For sulphuric acid anodizing, lead-lined steel 
tanks, plus the necessary cooling coils and air agitation 


uy" 
“el 


Workman “dials” desired cycle in refrigerator plant. Parts 
will by-pass or lower into baths as dial setting dictates. 


ing the parts into the required tanks and bypassing 
others. 

Different products, requiring different anodizing 
cycles, may be processed at the same time, with the 
same equipment. DIAL-A-CYCLE gives you new ver- 
satility while reducing operating, labor, and mainte- 
nance costs. Close, automatic control of transfer and 
immersion periods improves quality. 

DIAL-A-CYCLE is the newest of many types of con- 
veyors and equipment H-VW-M supplies to aluminum 
finishers. H-VW-M also designs, manufactures, and 
installs return-type conveyors ...elevator conveyors... 
straight-line conveyors ... and others. For a complete 
description of all types, write for Bulletin FA-105. 


assembly, are supplied. Tanks are fabricated from hot 
rolled steel, stainless steel, and aluminum. Other types 
of tanks are also available. Bulletin No. T-108 gives 
full particulars about this important H-VW-M equip- 
ment. Every conceivable type of auxiliary equipment 
is engineered and supplied, according to customers 
specifications, including a complete packaged refrigera- 
tion system for anodizing solutions. 


H-VW-M’‘s Engineering and Installation Service 


Anodizing problems of any kind? H-VW-M is pre- 
pared to set up your entire anodizing system from 
beginning to end—a system made up of components 
scientifically engineered to work together with ut- 
most efficiency. Because of this, and because of 
H-VW-M’s continuing research and development 
in every aspect of the anodizing picture, you can be 
confident that the recommendation you receive from 
H-VW-M is the very best. 

What’s more, if requested, H-VW-M sees to it 


that the equipment you buy is H-VW-M installed. 
This means perfect, efficient operation from the 
start. 

Add to this the fact that an H-VW-M technical 
representative—ready to serve you—is no further 
than your telephone. These representatives serve in 
principal cities across the nation. Get to know the 
one nearest you. He can help you get the most from 
your aluminum finishing equipment and supplies. 


TURN THE PAGE FOR ALUMINUM BUFFING AND CLEANING SUPPLIES 








Since aluminum came into its own after World War II, considerable 
H-VW-M research and development work has been devoted to the perfec- 
tion of buffs and compounds suiting the unique physical characteristics of 
this popular light metal. When long-wearing H-VW-M Buffs are used in 
conjunction with H-VW-M compounds especially formulated for aluminum 
finishing, you have the perfectly balanced combination for economy, effi- 


ciency and quality performance. 
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VARIATIONS IN THE DESIGN OF 
PLATING WASTE TREAT SYSTEMS 


by ROBERT DVORIN* 


INTRODUCTION 


[HE WASTES FROM PLATING OPERATIONS are relatively few 


innumber. They usually involve some or all of the following 


While 


hexavalent chomium, cyanides, and acids and alkalis. 


the chemical treatment of these wastes is essentially the 


same regardless of the size of the plant or the concentration 
of the wastes, treatment equipment and plant design can 
vary considerably from one plant to another depending on a 
variety of factors. Variations in design frequently result 
in simpler operation, lower requirements on operator time 
and attention, lower chemical requirements and other im- 
portant benefits. This is true for both recovery and disposal 
problems. However, this article will deal exclusively with 


the disposal aspects of plating waste treatment 


Factors Affecting Plant Design 

Most waste treatment plants in the plating industry require 
reduction of hexavalent chromium to trivalent chromium; 
oxidation of cvanides to either cyanates or CO? and nitrogen: 
pH adjustment for these two streams and the acid-alkali, 
and precipitation of metals in all three wastes. To simplify 
operation and insure adequate treatment of each stream, 
it is usual practice to treat chrome separately from cyanide, 
and acid-alkali together with the treated chrome and evanide 
streams. The treated wastes are then passed to a clarifier 
for removal of precipitated and suspended metal hydroxides. 

From this description it can be seen that the basie equip- 
ment requirements and plant design will depend first of all 
on the number of wastes to be treated However, other 
factors can have important effects on requirements and 
design. These factors are as follows: 

Concentration and Flow. The equipment and controls 
necessary for satisfactory treatment of plating wastes can 
vary considerably depending on the nature of the concentra 
tion and the flow of each waste. Usually, rinses require 
continuous treatment while baths are treated by batch. 
However, a small bath dump can sometimes be collected in 
a tank and bled into the rinse stream, so that it does not 
require separate treatment by batch. Even low flows of a 
running rinse are sometimes easier to treat by batch. For 
example, to treat a low flow of cyanide by continuous treat- 
ment requires instrumentation similar to that used for larger 
flows. A simple batch method would eliminate the need 
for these controls. 
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State Regulations. Many states have laws regulating 


the treatment and discharge of industrial wastes. Some 
states will only accept batch treatment of cyanide wastes 
It has been found in these cases that modifications of the 
batch system may be used which can result in a simpler, 
quicke r operation and reduced plant size Frequently, 
acceptable pH levels are also stipulated by the states, and 
this can affect chemical requirements 

Plant Requirements. Certain aspects of equipment 
design can depend on considerations of time and labor 
Where required, automatic features are supplied to reduce 
operator attention and also the amount of knowledge required 
by the operator to run the plant. Also, time may be a factor 
in the recommendation of either batch or continuous treat- 
ment on certain processes. 

Housing. The amount of equipment required can be 
affected by the physical layout of the waste treatment area 
In most cases it is necessary to provide a sheltered area within 
the plant or a separate building to house chemical storage 
facilities, chemical feeders and instrumentation. The waste 
treatment area can generally house various surge and treat- 
ment tanks by providing tankage built into the basement of 
the plant or the waste treatment building. This would 
utilize the structure of the building as part of the wall for 
concrete tanks 

Taking all these factors together, it can be seen that the 
equipment manufacturer, the consulting engineer and plant 
personnel must work together closely in the initial design 
stages of the job to assure an integrated waste treatment 
plant. Such a plant will utilize the least capital investment 
and place the smallest possible burden on operator time and 
attention. 

CASE HISTORIES 

The three case studies discussed below show how certain 
determining factors are taken into account in designing waste 
treatment systems. Each of the plating plants cited desired 
to treat either chrome, cyanide, acid and alkali, or a combina 
tion of these wastes. None of the plants was sufficiently 
large or complex as to require a full-time operator so that a 
worker taking time from production would have to perform 
Therefore, the key 
to all three plants was a simplicity of operation with som: 


whatever operations were necessary 


degree of automatic control 
The problems encountered at these three plating plants 
are fairly typical of those found at many plants across thi 


country and an insight into the solution of these problems 





it 


ACIO F#EO 


1 


- 


SOLMYT 
BISULPANTE 
“££D 


CYANIDE BATCH 
JACATIN 











CPO 2EDUCT/ION 





CYANOK WASTE 





CYANIOL BATEN 
JOCATMENT 


MYPOCML ORI TE £ 
Cav src FEED 


r 


“| @ “REATED WATEE 
JO Sawai 





(0 #ALKAL/ 


e 


Aa 








VESTMAL/LING TAA 


Fig. 1. 


will indicate some of the current practices mn the design 


waste treatment plants for the plating industry. 


Plant A 
Plant 


Wastes include cyanide, chromate, acids and alkalis. At 


\ manufactures and plates electronic components. 


first the plant thought that very simple equipment was all 
that was necessary to handle the job—perhaps a few tanks 
and mixers. However, in preliminary talks it was learned that 
the plant had no skilled personnel with time torun an essentially 


As plant 


aware of the systems and methods available to them, they 


manually-operated plant management became 
agreed to a more complex control set-up which provided the 
operating simplicity they desired 

\ flow diagram of the waste treatment system as it Is now 
operating is shown in Fig. 1. Because of the quantity of 
chrome to be treated, continuous treatment was employed 
Phis required a baffle tank with a mixing compartment on 
the inlet side. Sulfuric acid, purchased in drums, is pumped 
into the mixing compartment by a metering pump. Flow 
of chromate was fairly constant so no pH control was required 
for this part of the system. The acid pump is set manually 
and maintains the pH in the right range for optimum chrome 
reduction using sodium meta-bisulfite. 

rhe pump metering this chemical is controlled by an oxida- 
tion reduction controller. This feeds the proper quantity of 
chemical to reduce hexavalent chrome even though there 
are fluctuations in the concentration. The chrome wastes 
then flow by gravity to the neutralizing tank where they are 
jomed by acid and alkali. A pH controller feeds caustic in 
the proper quantity to raise the pu of the combined wast: 
to 8.5 

Cyanide is treated in a batch tank 
hypochlorite 


Caustic and sodium 
are pumped into the tank in a quantity deter- 
When the 


cyanide has been destroyed it is pumped into the inlet line 


mined by simple tests made by the operator. 
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of the final unit, a clarifier. This unit* (Fig. 2) is a high-rate, 
upflow, solids-contact unit which incorporates the functions 
of coagulation, flocculation, sedimentation and sludge removal 
in a single compartmented tank (Fig. 3). In the reactivating 
unit* the waste-bearing solution is treated with alum and 
an organic coagulant to clarify the water. The treated water 
is discharged and the sludge is blown down to a series of 
lagoons for drying. Static head in the unit is used instead 
of a pump to transfer the sludge to the lagoons, 200 ft away 

In addition to minimum operator attention, Plant A also 
desired that the waste system be available for 16- or 24-hour 
operation, even though it would normally be run on an 8-hour 
basis. This was provided by the continuous treatment for 
the chrome and acid-alkali wastes. Consequently, no matter 
how many hours the plant operates, the waste treatment 
system is adequate as designed. The cyanide system with 
Each tank is large 
enough to hold an 8-hour flow, while treatment itself takes a 


its two tanks is both adequate and safe. 
maximum of 2 hours to complete. It is a simple matter to 
pump the treated cyanide waste into the clarifier* in 4-6 
hours, thereby allowing the tank to be emptied in time to 
take the flow when the filling tank is filled. 

At Plant A, chemical storage, chemical feeds, controls and 
treatment tanks are all housed in a single building separate 
from the manufacturing facility. It is only necessary for an 
operator to make a periodic check to see that all chemicals 
A level control in the 
cvanide tank allows the operator to initiate the transfer of 


and controls are operating properly. 


treated cyanide to the clarification equipment. The trans 


ferring pump shuts off automatically. 


Plant B 
Plant B manufactures electrical controls requiring chrome 


plating. The only wastes from the process are chromate 


PLATING 





acid and acid-alkali. The flow is steady and therefore treat- 
ment of the wastes is continuous. The chromic acid wastes 
vary somewhat in concentration during the working day; 
acid waste varies considerably. Fig. 4 is a flow diagram 
of the waste treatment system. 

So that they can be treated together, the combined acid 
wastes are blended in a 4000-gallon receiving well with 
sufficient sodium meta-bisulfite to reduce the hexavalent 
chromium under the worst conditions. A pH control auto 
matically meters sulfuric acid into the well to maintain an 
optimum pH for chromium reduction. A high-speed agitator 
continually mixes all the wastes coming into the well. 

The waste solution, now containing acid, trivalent chrome 
and various other metals, passes over a weir into a 1000 
gallon hold-tank where it is mixed with the alkali wastes. 
Lime is fed as required by a pH eontroller to keep the pH 
at 8.5 and precipitate the metals. The neutralized waste 
solution, containing precipitated metallic hydroxides, then 
passes to a Reactivator where alum is fed to aid coagulation 
and sedimentation of these metallic hydroxides. 

Two pumps are provided to transfer the waste from the 
alkali receiving well to the clarifying unit. Under the lower 


flow conditions, only one pump is in operation. When 


a level control senses higher flow rates (over 200 gpm the 


second pump automatically turns on. This compensates 
for fluctuations in flow rates 

(lum is fed at a varying rate depending on the flow rate 
of the water to be treated. A venturi-type flow meter records 
flow and operates the alum feeder in relation to flow. As in 
plant A, clear water leaves the top of the clarifying unit 
and is discharged to waste. Precipitated metal hydroxides 
are concentrated in the bottom of the unit and discharged 
to a lagoon. 

Plant B’s system is extremely simple to operate, even 


though it did not require very complex instrumentation 
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typical clarifier 





The only work the operator has to do is to make an infrequent 


check at the receiving wells to ascertain proper treatment 
and to keep the chemical feed hoppers supplied 


than that, the svstem runs by itself 


Plant ¢ 
In plant C, chrome, acid-alkali and cyanide wastes result 
from a tumbling barrel plating operation. The bath and 


rinse waters—about 150 gallons 


are passed to the treatment 
the time it takes to plate one 


Even though the flow is intermittent, the concentra- 


system once every 30 minutes 
barrel 
tion of chromic acid and pH is relatively constant. The 
treatment plant is shown in Fig. 5 

lo treat the wastes, a 300-gallon batch tank with 2 level 
When a 150-gallon batch is dumped, the 


first level probe actuates positive displacement metering 


probes is used 


pumps which feed sulfuric acid and sodium meta-bisulfite. 
The pumps are manually set and then operate by timers, 
The first 
probe also initiates another timer which controls the timing 


with the first probe initiating the timing cycle 
cycle of a mixer. Chemicals are introduced and the mixer 
operates for 10 minutes and stops. After this treatment an 
air operated dump valve on the batch tank is opened auto- 
matically and the waste solution is discharged to a lined, 
780-gallon concrete pit. 

If another 150-gallon batch should be dumped into the 
300-gallon batch treatment tank before treatment has been 
completed on the original batch, a second level probe takes 
over and repeats the timing cycle of chemicals, mixer and 
dump valve. In this way, the wastes are treated auto- 
matically regardless of the cycle in the plating room and 
without the need of expensive oxidation reduction recorders 
and indicators and the necessary controls to operate the chemi- 


cal feed from these controllers. Adequate retention time is 


SOL’UM META- 
BISYULAITE 
FES OER 


Other 


provided in the concrete pit so that there is ample time 
for treatment of the second batch. 

The concrete pit is located in the basement of the treatment 
building as is the alkali receiving well. Contents of the pit 
overflows into the well which is lined and has a common 
wall with the pit. The dissolved trivalent chrome and sulfuric 
acid blend with the alkali wastes. Lime, 


controlled by a pu controller, is added to raise the pu high 


automatically 
enough to precipitate the chrome. After high-speed agitation, 
the solution of treated wastes, consisting of suspended metallic 
hydroxides at a pH of approximately 8.5 is pumped to a 
Graver Reactivator. Treatment similar to that which has 
already been described takes place. 

Cvanides are collected in a basement tank during the 8-hour 
working day. A standard chlorine solution is used to deter- 
mine the proper amount of chlorine feed. When the operator 
has determined the quantity of cyanide wastes in the tank, 
he consults a chart* which tells him how many gallons of 
added 


Just before the operator is ready to leave for the night, he 


A timer shuts off 


sodium hypochlorite (laundry bleach) should be 
adds the bleach and turns on the mixer. 
the mixer after one hour. 


In the morning, the operator checks the treatment to be 
sure it has been effective. This done, he discharges the 
cyanide wastes into the clarifying unit, which already contains 
the other wastes. Copper in the cyanide is precipitated 


as copper hydroxide and is discharged with the other sludge 


CLARIFICATION IN WASTE TREATMENT 
Before concluding, a few points should be made about the 
clarification unit described above and used in all three waste 


treatment systems. This unit is in no way different from 


Tr 


EE TREATID WATE 








ACID + CHRON WASTE 











ALMAL! whASTh 


EU TRAL/ZATION 


Fig. 4. 





—__, SL/DGL TO LAGOON 


for Plant B 


PLATING 





oay 
4nury 
FREOL® 


Tr 


aa JREATLO WATHR 





‘ 
AL MAL! WASTES 








VEUTRAL (ZATION 
Ya LATARN 


clarification equipment widely used in standard water treat- 
ment practice. While other methods have been used for 
clarification in waste treatment, this method has proved 
to be most effective. One of its main advantages in waste 
treatment is that it is so easy and practical to operate. 


There are several reasons for this: 


1. In waste treatment, the pH in which clarification and 
coagulation take place is fixed since it must be high 
enough to precipitate metals but no so high as to 
redissolve them. This generally means a pH of about 
8 or 9. Since it is normal to have a pH controller as 

the final control before treated water enters the clarifi 
cation unit, there is no control problem and once the 
coagulant has been chosen and proper feed rate deter- 
mined, the unit will run continuously without additional 
test work required and little operator attention. 

Wastes are constant at an individual plating plant as 

opposed to water treatment installations where the 

contents of the water used may vary and adjustments 
must be made accordingly. Also, the consideration of 
impurities can vary considerably in water treatment, 
but waste variations can be anticipated and equipment 


provided to smooth out sudden loads 


CONCLUSION 

Variations in plant design in the three case histories dis 
cussed in this article were all made with reference to a similat 
overall pattern which has been found to be very effective. 
All wastes were treated to remove or transform toxic con 
taminants so that all that was subsequently required was 
mixing, separation of precipitated metals and final treatment 
by simple clarification. Where it was justified, automati 
equipment was included to reduce the operator burden and 
wherever possible, the amount of equipment required was 
reduced by utilizing parts of the waste treatment building 
or area for surge and treatment vessels. Gravity, and stati 
head were also used to advantage to lower requirements for 


pumps ard other accessory equipment. 
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Iwo of the case histories plants A and C) were concerned 


with the same plating wastes. However, a comparison of 
plant design shows the different approaches that were used 
in certain respects. These different approaches were based 
on some of the determining factors discussed in this article. 
Plant B had fewer wastes than the other two and this of 
course resulted in a different design. The main feature 
of plant B is its simplicity 

Variations in the design of waste treatment systems are 
important because they can make possible benefits most 
desirable to the plants using them. These benefits can 
affect economy, time, labor requirements and equipment 
costs. For this reason, a waste treatment plant should be 
carefully planned. Plant personnel should make full use 
of the experience and know-how of the consulting engineer 
and equipment manufacturer. Given the facts and the vari 
ables, they can provide the type of system most desirable in 


eat h indi idual case. 





Robert Dvorin, 








ANALYSIS FOR 


ZINC, CADMIUM AND COPPER 


IN ELCTROPLATING WASTE EFFLUENTS 


by FRED STEVENS* AND L. E. LANCY** 


fue American ELectropiaters’ Society Research Proj 
ect No. 2 has proposed analytical methods for the heavy 
metals that are usually encountered in metal finishing 
wastes.’* Based on the AES Research Project results, 
the Metal Finishing Industry Action Committee with the 
Ohio River Valley Water Sanitation Commission also pub- 
lished “‘Procedures For Analyzing Metal Finishing Wastes.‘ 
lhe authors when reporting their work in this field wish to 
stress the fact that they consider the published work of the 
AES Research Project No. 2 and the proposed procedures 
excellent in every respect. The basic considerations for this 
work is the fact that besides regulatory agencies and large 
industrial plants also some smaller plating establishments 
might require procedures that maybe lack the ultimate in 
sensitivity and accuracy but provide the needed results in a 
simplified manner 

Practical experience indicates that the colorimeter or spec- 
trophotometer does not provide a correct answer if the 
equipment is not in skilled hands and is not used as a routine 
procedure In view of the widely accepted use of the com- 
plexometric titrations in the plating industry and the sensi- 
tivity of the organic dyes used for even trace quantities of 
the heavy metals in consideration, it is our belief that the 
simplified procedures that we have worked out will possibly 
serve a useful purpose. The only addition possibly needed 
to the usual equipment of a plating laboratory would be a 


micro-burette with 0.02 ml subdivisions 


TITRATION FOR ZINC AND CADMIUM 
Discussion: 


Direct complexometric titrations of zinc and cadmium are 
in common use for the respective electroplating solutions. 
In a waste sample a number of cations may be present but 
complexing with an addition of cyanide and the subsequent 
de-masking of the zinc and cadmium with formaldehyde 


make this titration method specific for zine and cadmium 


Ascorbic acid is added to complex ferric iron that otherwise 


would affect the endpoint 


Che standard EDTA titration with Eriochrome Black-1 
as an indicator does not differentiate between zine or cad 
mium lo find the specific value for zine and cadmium 
present it is necessary to eliminate the cadmium from the 
sample and this can be accomplished by precipitation as the 
sulfide from a solution in which an excess of cyanide will not 
allow any zinc to precipitate. After the cadmium is removed 
the remaining zine is titrated again with EDTA and the 
quantity of cadmium can be established from the results of 
the two titrations. 

The proposed method is sensitive for zinc and cadmium at 
concentrations of 0.5-50 ppm. The usual heavy metals 
present in waste samples such as copper, iron, nickel will not 


interfere 


Found 
Containing ppm metal ions ppm 

10 Cu, 10 Fe, 10 Ni, 2.2 Zn, 9.29 Cd. 1.96 Zn 
5 Cu, 5 Fe, 5 Ni, 5 Zn, 5 Cd 5.89 Zn 
5.05 Zn, 18.6 Cd 5.46 Zn 
1.09 Zn 1.05 Zn 
2.18 Zn 2.01 Zn 
3.27 Zn 3.27 Zn 


Reagents: 
1. EDTA solution 0.01 M. Dissolve 3.772 g of disodium 
ethylenediaminetetraacetate dihydrate in one liter of 
distilled water. 
EDTA solution 0.001 M 


with distilled water. 


Dilute 0.01 M EDTA 10:1 


Sodium cyanide cp. 
Buffer solution. Dissolve 13.5 g of ammonium chloride 
in some water, add 88 ml of conc. ammonium hydroxide 
and dilute to 250 ml. 
Eriochrome Black T sodium chloride indicator. Mix 0.1 
g Eriochrome Black T in a mortar with 40 g sodium 
chloride. 

}. Sodium sulfide solution 150 g/1. 

. Sodium cyanide solution 10 g/1. 
Formaldehyde 1:1. 
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A Procedure: 


solution to be tested mto a 
Neutralize the 


l Pipette 100 ml sample of the 


250 ml erlenmever flask sample if 


necessary 


) 


~ Add a pin h ol ascorbic acid and one gram of! sodium 


cyanide to the sample 


}. Add 25 ml of buffer solution and a pinch of eriochrom«e 


indicator mixture. 
t. Add EDTA solution from the burett« 
color The EDTA consumed is disre 


was used for the titration of 


until the solution 


turns to a blue 
garded, it 


ete 


>. Add 5 ml formaldehyde and titrat« 
EDTA solution to a blue end point. 


water hardness 


immediately witl 


6. Repeat Step 5 and continue titration in cas¢ 


reve rted back to red 


Pro« edure: 
1. Pipette 100 ml sample into a 250 ml beake1 


2. Add 


c' anicde 


a pinch of ascorbie acid and one gram of sodium 


) 


}. Add about 2 ml! sodium sulfide solution and heat to neat 


boiling 
4. Filter Whatman «42 


ral times with 10 g | sodium cvanide 


through paper Washing hiter 


seve solution 


5. Acidify the filtrate with sulfuric acid and boil to expel 
sulfide 

6. Cool and proceed as in A above from step 2 after the 
neutralization 
When 0.001 M EDTA is 
equivalent to 0.6538 ppm zine o1 
When the 0.01 M 
equivalent to 6.538 ppm zine or 11 
Deducting the titrant 


used each ml consumed is 
1.124 ppm cadmium 
EDTA is used each ml consumed is 
24 ppm cadmium 
used in the B Pro 
\ Procedure 


titration 


milliliters of 
cedure from the quantity consumed in the 
provide s thie ml consumption expt nded for the 


of the cadmium 


Comments: 


; 


used for concentrat 


of titrating the 


0.001 MLE EDTA should be 
es the 


ions less than 
metals in 
Phe 


compen 


) ppm ste p $ ser 


purpose 


the sample that are not complexed with the cyanide 


titration of a distilled water blank sample will allow 
sation tor possible contaminations in the water 


the glassware 


SPOT 


Pan 
ions a deep color dve which is used at great ad 
This colo 


detection of 


FEST FOR COPPER 


The Indicator ] 2-pvridyl-azo 2 naphthol 


th copper 


antage for micro-titrations of copper 


suggested to be used for the copper in trace 


quantities 


As an extremely quick method to establish the 


presence OI 


absence of copper in a waste sample or steam condensate 


test is suggested which 


a spot gg has some features allowing 


quantitative estimation in the range of 0.1-5 ppm. 


Reagents: 


1. Buffer solution: 6 g sodium acetate, 30 m 


acid and 78 ml distilled water. 
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reagents and 


forms 


comple XK 1S 


2. Pan indicator: 0.05 g dissolved in 100 ml. Methyl Al 
cohol. C.P. Dilute this solution 100:1 with alcohol. 


Sodium nitrite, 1 g/1. 


Procedure: 

1. Place three drops of the solution to be tested on a white 
spot plate. Place three drops of water in a cavity of the 

plate for a blank 

Add one drop of sodium nitrite solution to each spot 

(dd one or two drops of buffer to each spot, (depending 

on pu ol sample, 2 drops if the pu Is very high or very 

low 

Add one drop of dilute Pan to the spot. 


tion denotes 0.1 


\ pink colora 
The addition of 


intense in 


ppm copper or more, 


more Pan will make the become 


if the 


spot more 


color will 


copper content is 2 ppm or more, but 


not change if the copper content 1s near the limit of 


dentification 


Remarks: 


1e copper-Pan dve complex is specific and no interference 


Was noted even using relatively high concentrations of the 


such as 10-15 ppm Zn, Cd, Ni, Fe, 


other possible cat 


' 
Hg. ete 


PITRATION FOR COPPER 
Discussion: 

An extraction of the copper complex formed with neo 
cuproine provides fast and accurate means for the spectro 
photometric determination of copper in the range of 0.02 
0.5 ppm The precision of the method proposed by Brown 
is very good in the range up to 0.5 ppm copper extracted 
from a 100 ml solution. In case of higher copper concentra 
tions in the sample the copper concentration should be low 
whi h 


ae ter 


High concentrations 


dilution to remain in the concentration range 


ered by 


follows the straight line of absorbence needed for the 
mination using the spectrophotome ter. 
of heavy metals usual in effluent samples such as Zn, Cd, Fe, 


Al. Ni, et 


Ferro \ 


, also the usual anions will not interfere. 

anide compounds and mercury salts on the other 
hand interfere Instead of using the color method to estab 
lish the copper concentration the neo-« uproine comple X eX 
tract is destroyed with nitric and sulfuric acids and the in 
organic salts of copper can be titrated with EDTA using Pan 
The 


compounds which are common in the plating waste effluent 


as an indicator.’ interference of the ferrocyvanide 
necessitate the removal of the ferrocyanide from the sample 


before extracting. Mercury salts are used for the elimination 
of ferroevanide and the mercury is masked with potassium 


ide for the compl xometric titration 


COPPER EXTRACTION: 
Reagents: 


] Neo-cuproine 


dichloride on 


solution, 50 ml neo-cuproine in 100 ml 


ethvlene chloroform 
Butter solution, 100 ml glacial acetic acid, 125 g sodiun 


acetate and 12.5 g hydroxylamine hvdrochloride in 250 
mil of solution 

Salt solution, 10 g sodium chloride in 100 ml of solution 
Sulfuric acid, 
Nitric 
Ammonium hydroxide 


Mercurie chloride 


com 
ne id con 
COTM 


solution, 10 g 1. 





Extraction Procedure A—Ferrocyanides present or 

suspected: 

3 Pipe tte 100 ml sample of the solution to be tested into 
a 250 ml beaker. 
Add one ml of mercuric chloride solution and place on 
a magnetic stirrer for two hours minimum. 
Filter the solution through Whatman «#42 filter paper 
Wash several times with distilled water, collecting 
sample and washings in a clean 250 ml beaker. 
Add 5 ml salt solution and 5 ml buffer solution to the 
filtrate and washings and place on the stirrer for one 
minute 
Add 20 ml of neo-cuproine solution and continue to stir 
for ten minutes. 
lransfer the contents of the beaker to a clean Squibb 
separatory funnel and allow the organic layer to settle. 
Draw off this layer into a 250 ml erlenmeyer flask. 
Add 5 ml of the solvent used 


chloroform to the separatory 


ethy lene dichloride or 
funnel and shake to 
collect any traces of copper-nheo-cuproine in the water 
layer and on the side of the funnel. Run this layer into 
the flask with the sample. 

Add 10 ml of mixed sulfuric-nitric acid (using 5 ml of 
each) to the extract in the flask and boil gently for at 
least one hour under a hood. 

Cool the sample and add approximately 75 ml distilled 
water and a small piece of litmus paper. 


Add com 


changes. 


ammonium hydroxide until the litmus just 


Extraction Procedure B—No ferrocyanides in the 


sample. 


Proceed as in Procedure A but omit steps 2 and 3. 


Complexometric titration: 


Reagents: 
1. EDTA solution, 0.01 M Dissolve 3.722 grams of EDTA 
in one liter of distilled water 
Buffer solution, 6 grams sodium acetate, 30 ml glacial 
acetic acid and 78 ml water. 
Pan indicator 0.05 g in 100 ml Methy! alcohol. 
Standard copper solution 0.01 M Dissolve 2.5 g Cu 
SO,.5 H.O in one liter of water, standardize against the 
standard EDTA solution. 


Potassium Iodide solution, 50 g/1 


Procedure: 
1. Use the neutralized extract from either of previous ex- 
traction procedures as the samplk 
(Add 10 ml buffer solution and approximately 10 drops 
of Pan indicator 
(Add a measured excess of 0.01 M EDTA solution and 
heat Approximately 150-180 F In the event that 
the pink color was not discharged additional EDTA is 
needed 
Add 1 ml of Potassium Iodide solution 
Titrate the yellow solution hot to pink or red end point 
with the standard copper solution 
6. Calculation 
ml EDTA added 


ppm copper 


copper standard solution used x 6.354 = 
0.05 ml of the copper standard are needed to 
develop the copper-Pan color, therefore deduct this amount 
from the copper standard used. 


834 


Example: 


If 10 ml EDTA was added and 8 ml copper standard was 
used for the titration, the sample contained 13.026 ppm 


copper 


Comments: 


In samples free of ferrocyanide and mercury compounds 
the colorimetric determination at 460 « wave length is a fast 
indicates an 


and exact method. The reference of Brown" 


analytical error of less than 1 per cent. The extraction and 
complexometric titration as given is very simple for manipu- 
lation but will require about 30-40 minutes of the analyst's 
time. The described method is very accurate even with high 
concentrations of various metal ions and anions including 
ferrocyanide present. Obtained accuracy was within 5-10 
per cent. 

In case a qualitative estimation is sufficient the “Copper 


Spot Test’ method can be used. 
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FIVE YEARS OF ION EXCHANGE 


User’s Report on Service Experience in Plating 


Department Chemical Waste Treatment 


by SAMUEL ROTHSTEIN* 


Back IN 1951, when faced with setting up a new plating 
department in Syosset, Long Island, and then controlling 
plating department chemical waste to comply with local 
health authority requirements, it seemed as though we were 
faced with an almost insurmountable problem. Now, after 
five vears of operation, it has been demonstrated at Fairchild 
Camera and Instrument Corporation that such control is 
not only feasible and practical, but that it can be made a 
matter of simple routine. 

Fairchild Camera is engaged in the manufacture of aerial 
reconnaissance cameras and precision instruments. Because 
of the nature of the products and the variety of parts, the 
plating department is required to apply a wide assortment of 
finishes, such as: 

Plating—Cadmium, chrome, copper, gold, nickel, black 

nickel, silver, tin and zine 

Anodizing—Chromic and sulphuric (clear, black, green, 

red 

Surface Treatments—Phosphate, passivate, chemical film 

aluminum alloys), dichromate (cadmium and zine 
dichromate (Dow no. 7, magnesium alloys 

Chemical Blacks—Steel, stainless steel, copper alloys. 

During the five vear period, the normal working hours for 
the plant varied from a 40 hour week (5 days, 8 hours per 
day) to a round-the-clock operation (7 days/week, 24 hours 
day 

Fig. 1 illustrates the general layout of the plating de 
partment 


TOLERANCES FOR CHEMICAL WASTES 
Local health authorities have set the following limits on 


plating department chemical wastes: 


pH 6.5-8.5 
Total alkalinity as CaCO 
Phenolphthalein alkalinity 


400 ppm max 

0.4 times total 
alkalinity max 

Ammonia 2.0 ppm 


15 ppm 


Chromate 0.05 ppm 
Copper 3.0 ppm 
Zine 15.0 ppm 


Cadmium 0 ppm 


oe 
Iron plus manganese 0.3. ppm 


Cyanide 0.1 ppm 


Sulfate 250 ppm 


In order to meet these requirements, a threefold problem 
must be overcome. First and foremost, of course, is that of 
limiting chromate in the waste to 0.05 ppm. Second is that 


of decomposing the cyanide to the less toxic cyanate (or com- 
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pletely to carbon dioxide and nitrogen) and third is that of 
neutralizing the waste so that the pH falls within the pre- 
scribed limits. 


PROCESSES USING CHROMIC ACID OR 
CHROMATES 

The chromate-containing metal finishing facilities consist 

of the following: 

1. Chromic Acid Anodizing (approx. 10 per cent CrO 
700-gal capacity, followed by a cold water rinse tank 
and a hot water rinse tank. 

Dichromate on magnesium (Dow no. 7) (approx. 15 per 
cent NaoCr.O 


water rinse tank and a hot water rinse tank. 


360-gal capacity, followed by a cold 
Chrome Pickle (approx. 15 per cent CrO 200-gal 
capacity, followed by a cold water rinse tank 
Chromate Conversion Coating (approx. 15 per cent 
Na-Cr.0 
rinse tank. 


125-gal capacity, followed by a cold water 


Chromate Film on Aluminum Alloys (approx. 1.0 per 
cent CrO, 


rinse tank. 


200-gal capacity followed by a cold water 


Chrome Plating (production work) (approx. 25 per cent 
CrO;)—200-gal capacity followed by a dragout rinse 
tank, a cold water rinse tank and a hot water rinse tank. 
Chrome Plating (tool work) (approx. 25 per cent CrO;) 
140-gal capacity followed by a cold water rinse tank. 
Chromic Acid Bright Dip (approx. 15 per cent CrO;) 
45-gal capacity (for bright dipping close dimensioned 
copper alloy parts). 
Copper Strip (approx. 15 per cent CrO;)—30-gal ca- 
pacity (for stripping excess copper from copper brazed 
steel assemblies). (Note: no. 8 and no. 9 utilize same 


cold water rinse as no. 7. 


The above adds up to nine primary processing tank con- 
taining chromate (a total of 2000 gal of an average of 15 per 
cent concentration), seven cold water rinse tanks and three 
hot water rinse tanks. 

Since the limit on chromates was so low (0.05 ppm), it was 
apparent that waters containing chromate would have to be 
segregated for special treatment. However, just at this time, 
the new development of an ion exchange resin} was an- 
nounced which was capable of removing chromates from solu 
tions resulting from metal finishing processes. This would 
make it possible to install an entirely “closed”’ treatment 
system, containing all toxic chromic acid solutions within the 
metal treating facilities, and thereby eliminating the need of 


a batch type treatment plant for reduction and precipitatior 
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of chromates. Furthermore, it would make it possible to re- 


Regeneration equipment, automatic controls and 
cover the chromic acid for re-use in the plating department 


other 
necessary operating accessories for the proper functioning of 
the ion-exchange equipment. 


ION EXCHANGER EQUIPMENT The layout of this equipment is schematically illustrated 
‘igs. 2 and 3 
a series of meetings of representatives of the firm, in Figs. 2 and 3. 


the equipment manufacturer and the building engineers, ion- 


exchange Was decided upon, and the following equipment CHROME REMOV\V AL BY ION EXCHANGER 
was planned and subsequently installed PROCESS 


After 


l Q) H unit,* consisting of a straight side steel shell, 24 in. 


diameter by 7 ft long, saran rubber lined, filled with 
10 cu ft Q* resin 


The overflow from the various cold water rinse tanks in the 
chromate system is piped to a common holding tank located 
below the plating department. From here it is pumped 
cial censlitinn of 0 dealihe ile aes through a metering valve into the cation-exchanger (Q unit), 
shell, 24 in. diameter by 7 ft long 
filled with 8 cu ft S* resin 


2. Three S units,’ 


saran rubber lined, and then into two anion-exchangers (S units). The effluent 
is combined, flowed over a Solu-bridge conductivity cell, and 
is then piped to the several rinse tanks. These tanks are fed 
at the rate of approximately 5 gpm, making a total flow of 
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approximately 35 gpm. The hot water rinse tanks are emptied 
periodically, as the need arises, into the same system, and 
are refilled with the ion-exchange effluent. 

To make up for water lost by evaporation and drag-out, 
fresh water (from the company’s own wells) is added periodi- 
cally. This fresh water is fed through a third S unit primarily 
to remove chlorides and sulfates, so as not to load the chrome 
recovery system with these ions unnecessarily, and thereby 
limiting the capacity for chromate ions. 

As a result of this recycling through the ion-exchange 
equipment, chromates are constantly being removed from 
the rinse water, and water of demineralized quality is being 
made available for rinsing of parts. 

S ion-exchange resin is rated at the removal of 2 lb chromic 
acid as CrO; per cu ft. Consequently, the two S units, con- 
taining 8 cu ft of S resin per unit, are rated at 32 lb of chromic 
acid. In practice, with an average work load, it has been 
found necessary to regenerate these units at 10 week intervals 
To equalize work load, and to insure continuous purity of 
effluent, it has been found expedient to stagger these regenera- 
tions, so that alternate units are regenerated every 5 weeks. 
The need for regeneration is determined by the purity of the 
effluent as indicated by the Solu-bridge. Immediately after 
regeneration, the effluent runs as low as 1-2 ppm of contained 
electrolytes; as the S unit approaches exhaustion, slippage of 
chrome increases and the purity of the effluent decreases at 
an increasing rate. While it may take a week to go from 1-2 
ppm to 5 ppm, it takes only days to go from 100 ppm to 200 
ppm. Consequently, once the 100 range is reached, regenera 
tion is considered necessary and is scheduled as early as 
possible. 


ANION EXCHANGER REGENERATION 

Regeneration of an S unit is accomplished as follows: 

1. The Q unit is flushed out with water to the rinse holding 
tank, which has been preliminarily set up for this op- 
eration by not making up evaporation and drag-out 
losses, and is essentially empty. 

The Q unit is regenerated in the normal manner 
The S unit to be regenerated is flushed out with fresh 


water to the rinse holding tank. 


t 


The S unit is regenerated with sodium hydroxide 
solution and the effluent of the S unit is diverted through 
the Q unit to the chromic acid pickling tank. The 
chromic acid pickling tank has previously been set up 
to receive the 5 regenerant effluent by evaporation down 
to approximately a 50 gal level, leaving approximately 
150 gal available to receive the S regenerant. 

Slow rinse of the regenerant from the S unit is also di 
verted through the Q unit to the chromic acid pickling 
tank. 

When the chromic acid pickling tank has been filled, 
the regenerant effluent from the S and Q unit, in series, 


is diverted to an overhead storage tank which has a 
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Fig. 3. 


holding capacity of approximately 200 gal. Thus a 
total of 350 gal of S regenerant and rinse water volume 


At the 
completion of this rinsing operation it is found that the 


are received into various tanks in the plant. 


chrome content of the rinse effluent of the S unit is ap- 
proximately 16 ppm concentration of CrO; and the pH 
of the S unit effluent is approximately 10.5. 

rhe unit is then returned to rinse water service 

The () unit Is again regenerated in its normal manner 
the the 


sodium from the caustic regenerant employed in re- 


since it has been exhausted by removal of 


generating the 5 unit 

generation of the Q unit is accomplished as follows 

The Q unit Is flushed out with water to the rinse holding 

tank until chromates have dropped below 0.05 ppm 
Ihe 


rinst 


holding tank has been preliminarily set up 
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Fig. 4. Schematic of waste cyanide treatment 
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Schematic of chrome-rinse purification system 


for this by not making up evaporation and drag-out 
losses 

2. The Q unit is regenerated with sulfuric acid solution 

3. Since no chromates are contained in the regenerant 

effluent, the effluent is discharged to the regular acid 
and alkali waste treatment system. 

4. The unit is then returned to service 


Since automatic equipment was provided, the only manual 
labor involved in these regenerations is making-up the regen- 
erant solutions, flushing the units with water, and, in step 6 
above, diverting the effluent to the overhead tank when the 
pickling tank is filled. 


PURIFICATION OF CHROMIC ACID SOLUTIONS 

In addition to the removal of chrome from the rinse waters, 
the ion-exchange equipment is used to purify the chromic 
acid anodizing solution, eliminating the necessity of dumping 
CrO, periodically. 

Conventional practice in operating a chromic acid anodizing 
As the bath is 
used, pH rises because of the neutralization of the free chromic 


bath is to make up the bath at 5 per cent. 
acid by the aluminum going into solution. Chromic acid up 
to 10 per cent is added to keep the pH below 0.85. When the 
concentration of chromic acid reaches 10 per cent and the 
pH rises above 0.85, some anodizing solution is drawn off and 
discarded, and fresh chromic acid is added, if necessary, to 
obtain a minimum of 5 per cent concentration, and a pH of 
less than 0.85 again. This cycle is repeated continuously. 
With the ion exchange equipment available, the anodizing 
bath was made up immediately to a 10 per cent concentration 


of chromic acid. Concentration limits were set as follows 


CrO, 8-10 per cent 
R.O 4.0 g/l 
pH <1.0 


NaCl <0.2 
H.SO, <0.5 


The bath is controlled by the build-up of mixed metallic 
oxides, rather than by change in pH. In operation, a build-up 
Although 
the limit is set at 4.0 g/l, the bath is operated at 1-2 g/l. 
When 2 
tank (350 gal) is processed through the Q cation-exchange 
unit. 


of approximately 0.5 g/l R.O; occurs per month. 
g/l concentration is reached, approximately half the 


This requires two Q regenerations, and yields a bath 
containing overall 1 g/l R.O; again. 

The mechanics of treating the anodizing solution in the 
Q cation-exchange unit is as follows: 


1. Makeup water for evaporation losses is not added to 
the anodizing tank prior to the treatment of the ano- 
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dizing solution in the cation-exchange unit: thus the 
volume of the anodizing tank is down by approxi 
mately 50 to 100 gal 

The liquid volume in the chrome pickle tank is boiled 
down to approximately 50 gal in a 200 gal tank 

he Q unit is regenerated in the normal manner 

The liquid in the Q unit is drained completely, its con 
tents being drained to waste. 

The anodizing solution from the anodizing tank is 
dropped from the anodizing tank down to the strong 
chromic acid holding tank. 

The anodizing solution to be processed is then pumped 
from the holding tank through the Q unit to the ano 
dizing tank until the holding tank ts « mpty 

The Q unit is drained as completely as possible of 
anodizing solution to the anodizing tank 
Sweetening-off water is then added to the Q unit, and 
the Q unit is rinsed to the anodizing tank until the 
maximum liquid level which can be held in the anod 
izing tank is obtained; this is 50 to 75 gal above the 
normal liquid level. Thus, with approximately 50 
to 100 gal of drawdown in the anodizing tank prior to 
processing of the solution, a total of 150 gal of sweet 
ening-off water is diverted to the anodizing tank. Af- 
ter this additional 150 gal of sweetening-off water has 
been passed through the Q unit to the anodizing tank, 
the concentration of chromic acid to the effluent of 
the Q unit is approximately 30 to 40 ppm CrQs. 
After the completion of step 8, sweetening-off water 
is continued to be passed through the Q unit, and di 


rected to the chromic acid pickle tank. This results 
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in an additional 150 gal of sweetening-off, or total 
sweetening-off water volume of 300 gal. 

After step 9, the chrome content in the effluent of the 
Q unit is found to be low enough to allow regeneration 
of the Q unit without fear of sending excess chromic 
acid to the sewer 

After regeneration, in step 10, the Q unit is returned 


to flowing rinse water recycle operation. 


SAVINGS EFFECTED BY LON EXCHANGER 
PROCESSES 
Insofar as the economics of the system are concerned, we 
estimate that over the past five years, the ion exchange system 
has enabled us not only to prevent the discharge of chrome- 
containing waste out of the plating department, but to do so 
at a saving of over $8000 as well. 


The savings accrued as a result of our practice of purifying 
the chromic acid anodizing solution can be calculated readily. 


Each treatment consisted of half the tank. The 350 gal an- 


odizing solution at 10 per cent concentration contains 280 Ib 
chromic acid. At the current market price of 31 cents per lb, 
this is $86 worth of chromic acid which is recovered instead 
of being lost in batch dumping, as is the usual practice. In 
the course of this recovery, 2 Q unit regenerations are re 
quired, utilizing a total of 200 Ib sulfuric acid. At the current 
price of 3 cents per lb, this is a total chemical cost of $6. Thus, 
the net recovery is $80 per purification 


These savings are further enhanced when the cost of batch 


Righthand view of ion exchange equipment showing automatic 

ontrol rack containing solenoid valves, 4-way air valves and 
Flexo-timers for cycle control of automatic regeneration in the 
righthand segment of the photograph. 
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reduction and precipitation of the 350 gal chromic acid solu 
tion is considered. Using copperas (FeSO, . 7H.O) to reduce 
the chrome to trivalent chrome according to the reaction 
H.C r.0. +6 FeSO, +6 H.SO,-—-Cr.(SO,), +3 Fe.(SO,),4+7 H.O 
and following this with lime slurry to neutralize the acid and 
precipitate the metal salt according to the reactions 

Cr.( SO, - 3 

Fe.( SO, + § 


a(OH > 2 Cr(OH + § CaSO, 
a(OH > 2 Fe(OH + 3 CaSO, 


( 
( 


for each pound of chrome, we would require 16 lb copperas, 
6 lb sulfuric acid and 9.5 lb lime. The 350 gal of 10 per cent 
chromic acid would therefore require 2400 lb copperas, 900 |b 
sulfuric acid, and 1425 |b lime. At current prices of 5 cents, 
3 cents and 3 cents per |b, respectively, this would cost $190. 

Similarly, in the treatment of chrome-containing rinse 
water, the following savings and costs can be calculated. As 
suming, conservatively, that the S unit is regenerated when 
it is only half saturated with chrome, 8 lb chromic acid is re- 
covered per regeneration. At the current price of 31 cents 
per lb, this is $2.48 worth of chromic acid. A complete re- 
generation involves two Q unit regenerations and the one S 
unit regeneration. This requires 200 lb sulfuric acid and 36 
Ib caustic soda. At the current prices of 3 cents and 6 cents 
per lb, respectively, this is a total chemical cost of $8.16. 
Thus, the net cost is $5.68 per regeneration 

The batch reduction and precipitation of the 8 lb chromic 
acid in the 2000 or so ga! of rinse waters would require 133 lb 
copperas, 50 lb sulfuric acid, and 79 lb lime; this would cost 
$10.52 in all. 
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Summarizing then, the savings effected over the five vear 
period are as follows: 
1. Purification of Chromic Acid Anodizing 
Solution: 
Direct savings per treatment (recovered 
CrO 


Chemical cost per treatment 


Net direct savings per treatment 


Number of purifications in 5-yr period 


Total direct savings $2400 
Indirect savings per treatment (cost of reduc- 

tion and precipitation $190 
Number of purifications in 5 yr period x 30 


Total indirect savings $5700 


Potal savings $8100 
Purification of Chrome-containing Rinse 

Water: 
Direct savings per treatment (recovered 

CrO 


Chemical Cost per treatment 


Net cost per treatment 
Number of purifications in 5-yr period 
Total direct cost $984 
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Indirect savings per treatment (cost of reduc 
tion and precipitation $10.52 


Number of purifications in 5 yr period x50 
Total indirect savings 


Total Savings 


Savings, Grand Total 


PROCESSES USING CYANIDES 


The cyanide-containing metal finishing facilities consist of 
the following: 


1. Cadmium Plating, still (approx. 15 per cent CN)—360- 
gal capacity, followed by a cold water rinse tank and a 
hot water rinse tank. 

2. Cadmium Plating, barrel (approx. 15 per cent CN 

160-gal capacity, followed by a cold water rinse tank 

and a hot water rinse tank. 

Copper Plating (2 per cent CN)—200-gal capacity 

Uses same rinse as barrel cadmium. 

two tanks of 

250-gal capacity each, followed by a cold water rinse 


tank. 
5. Zine Plating (approx. 15 per cent CN 


Silver Plating (approx. 10 per cent CN 


360-gal Ca- 


pacity, followed by a cold water rinse tank. 


The above adds up to 6 primary processing tanks contain- 
ing Cyanide (a total of 1580 gal of an average of 12 per cent 
concentration), four cold water rinse tanks and two hot water 


rinse tanks 


CHLORINATION OF CYANIDE WASTES 


Two chlorination units* were installed. Lay-out of this 
equipment is schematically illustrated in Fig. 4 

The overflow from the several cold and hot water rinse 
tanks in the cyanide system is piped to a common holding 
tank located below the plating department. From here it is 
pumped to one of two 8500-gal capacity concrete holding 
tanks located in a waste treatment room. This overflow 
normally contains 2-5 ppm CN. When the first tank is full, 
the overflow is fed to the second tank while the first is being 
treated. 
into the treatment tank until the pH is raised to 9.5 + 1.0. 
Chlorine is then added through the chlorinator until a check 


{ solution of 50 per cent caustic soda is introduced 


with O-toluidine shows some residual chlorine, thereby indi- 
cating complete destruction of the cyanide his is then 


dumped. 


ACID AND ALKALI WASTES AND TREATMENT 
The major acid and alkali-containing metal finishing fa 
cilities consist of the following 
1. Acid Copper Plating approx. 7 per cent H.sSO 200 
gal capacity, followed by a hot water rinse tank. 
Nickel Plating pu 3.5 


by a cold water rinse and a hot water rinse 


860-gal capacity . followed 


Passivating Solution (approx. 15 per cent HNO 
125-gal capacity, followed by a cold water rinse. 
Sulfuric Acid Anodizing (approx. 15 per cent H.SO 
700-gal capacity, followed by a cold water rinse tank 


and a hot water seal rinse tank. 
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5. Tin Plating (approx. 1 per cent NaOH)—120-gal 
capacity. 

Caustic Dip (approx. 5 per cent NaOH 200-gal ca 
pacity, followed by cold water rinse. 

Alkaline Electro-cleaner (approx. 5 per cent NaOH 
three 200-gal capacity tanks, followed by a cold water 
rinse tank. 

Chemical Black (approx. 15 per cent NaOQH)—two 
15-gal capacity tanks, followed by a hot water rinse 
tank 

Hydrochloric Acid Pickle (approx. 25 per cent HCl) 
160-gal capacity. 

Hydrofluoric Acid Pickle (approx. 10 per cent HF) 
125-gal capacity, followed by a cold water rinse. 
Nitric Acid Pickle (approx. 50 per cent HNO,;)—50- 
gal capacity, followed by a cold water rinse. 
Nitric-Sulfurie Bright Dip (approx. 80 per cent H.SO, 
and 20 per cent HNO;)—50-gal capacity, followed by 
a cold water rinse tank. 

Sulfuric Acid Pickle (approx. 50 per cent H,SO, 
120-gal capacity, followed by a cold water rinse tank. 


The above adds up to 13 primary processing tanks contain- 
ing acids or alkalies, nine cold water rinse tanks and four hot 
water rinse tanks. 

Simple neutralization equipment was decided upon and in- 
stalled. The layout of this equipment is schematically illus- 
trated in Fig. 5 

The overflow from the several cold and hot water rinse 
tanks runs into the trenches in which the tanks are located 
and is then piped to a common holding tank located below 
the plating department. From here it is pumped to one of 
two 3500-gal capacity wood tanks located in the waste treat 
ment room. This overflow is normall, at a pu of 4t 6. 
When the first tank is full, the overflow is fed to the second 
tank while the first is being treated. 


cent caustic soda is introduced into the treatment tank until 


4 solution of 50 per 


the pH is raised to 8.0. The liquid is then dumped. 

Since these acid-containing waters are collected from the 
several trenches, they may, on occasion, pick up some cyanide 
due to excess drag-out or spillage. When this happens, the 
rinses are piped into the cyanide treatment tanks and treated 


like cvanide-containing wastes. 
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THE CONSERVATION APPROACH TO 
INDUSTRIAL WASTE CONTROL 


by DAVID MILNE?* 


WHEN to take care of the 


liquid wastes derived from manufacturing processes became 


THE NEED FOR SOME ACTION 
evident in this country, the first approach was to handle 
each objectionable waste at its source and to see what had 
to be done about removing the liquid from that source and 
At that time, 


of the material 


treating it separately to make it acceptable. 
little thought to 


and simple destructive processes were used. 


very Was given recovery 
Examples of 
this approach can readily be quoted or found by review of 
the early literature on the subject. In most cases, the treat- 
ment process consisted of placing the troublesome liquid 
in a separate vat or tank, adding a chemical or chemicals 
which would destroy the objectionable material, and then 
discharging the presumably pure liquid to the sewer or water 
course 

Following this initial approach to the problem, and realiz- 
ing that just as much trouble could be experienced from the 
large volumes of much less concentrated wastes which were 
being discharged from rinses and similar activities, it became 
the practice to accumulate all of the liquid wastes being 


In 


this approach, the industrial waste engineer simply deter- 


discharged from a plant and treat them all together. 


mined what volume of liquid was being discharged from the 
plant and what concentration of each component was present 
in the total plant effluent. 
then designed to handle all of these wastes in their highly 


His waste treatment plant was 
diluted form. This approach naturally led to some high 
costs for treatment facilities, and made it necessary for waste 
control engineers to review carefully what could be done 
toward saving on the size of these plants. 

This brought about the concept of the segregation of the 
more harmful and highly concentrated wastes, treatment of 
these highly concentrated wastes at their point of use, and 
discharge into the process liquid sewer system for combination 
with other wastes treated at a central treatment plant. 
This was not satisfactory as a solution to the problem due 
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to the necessity for maintaining several isolated treatment 
areas within the manufacturing plant. One reason for the 
failure of this method was in the fact that humans being 
only human, the isolated treatment areas were not given the 
attention they should have had for proper control of the 
process, and treatment of many wastes was neglected. 

The next logical step was to transport these segregated 
wastes to the central treatment location and to treat them 
separately at this location. This had the advantage of bring- 
ing all wastes together at one point where complete super- 
vision and responsibility could be assigned. 

A growing concern for the high cost of waste treatment 
caused many engineers to review quite carefully what could 
be done to reduce, not only the volume of wastes being dis- 
charged, but the concentration of the different materials. 
This led to the present emphasis on conservation methods 
as one of the early steps in a waste control program. 

As an example of the recognition of the need for control 
the 
Motors Industrial Waste Treatment Committee changed 
its name to the Industrial Waste Control Committee in 1946. 
This committee, which was formed in 1945 to investigate 


measures rather than destructive treatment, General 


methods of waste treatment and to advise the Divisions on 
the proper approach to the problem, recognized early in its 
existence that control rather than treatment had to be the 
key to satisfactory handling of waste problems. 

The first thing to be done in attacking an industrial waste 
problem is to carry out a complete plant survey of the wastes. 
This survey should preferably be made by an outside organiza- 
tion experienced in such work, and with the complete co- 
operation of plant processing people who know the details 
of the operations. Assigning plant personnel to conduct 
the survey is rarely successful unless they can spend full time 
on the job undistracted by other responsibilities and if they 
have enough experience and understanding of the problems 
involved. 

This survey determines over a reasonable period of time 
the volumes and concentrations of each of the wastes dis- 
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charged from all of the manufacturing processes in the plant. 
With this survey as a basis for operation, the waste control 
engineer can then review each process to determine how its 
wastes can be reduced either in volume or in concentration. 
When this has been done, and the necessary steps taken, 
the next move is cons:deration of methods for recovering 
the more valuable constituents of that waste. 

In some cases, it has been found that substitution of 
different type of process has solved the problem, making 
unnecessary to discharge any liquid wastes whatsoever. 

It is quite obvious that waste prevention and recovery 
represent two of the most important areas in the waste 
control program for saving money for the plant. Chemicals 
which are recovered for further use do not require the spend- 
ing of money for treatment materials or treatment facilities. 
In addition, there is no necessity for buying more chemicals 
to replace those lost down the sewer. 

The latest concept of the field is that industrial waste 
control is only one portion of the much broader field of water 
management. Water management requires that the engineer 
recognize the importance of water to the manufacturing 
plant from the time the site for the plant is chosen to the time 
the last gallon goes down the sewer. The availability of 
sufficient and suitable water supply should be a factor in 
selection of plant location. Once water is piped to the plant, 
then it becomes the engineer’s responsibility to see that it is 
used in the most economical manner possible. His manage- 
ment of water usage in the plant should make sure that there 
is no unnecessary waste and that water used for purposes 
which do not contaminate it can be reused time and again 
before final disposal. The fact that the water becomes 
contaminated with chemicals during its progress through 
the plant is only one of many considerations in the over-all 
area of water management. 

The main purpose of this paper is not to discuss the general 
aspects of water management but to set forth specific things 
which can be done by manufacturing plants to cut down the 
volume of waste materials leaving their plants and to con- 
serve the sometimes valuable chemicals being lost in waste 
waters. 

Here are ten general steps which may be taken to cut 
down wastes. 

Step No. 1: 
rinsing plated parts. 


Establish better engineered methods for 
While many plants still follow the 


practice, the old method of using separate free-flowing rinses 


een = - 


in each of two or three baths following a plating tank is 
rapidly going out of the picture. There just isn’t enough 
water available for such wasteful practices and, in addition, 
a tremendous amount of valuable chemicals is lost down 
the sewer by this method. 

Use still dip tanks (which can be used as makeup to plating 
solutions), fog rinses, air jets to blow concentrated solution$ 
off the parts back into the main tank; use drip racks which 
will set solution dripping from the parts or from plating 
barrels run back into the plating solution; use counter current 
controlled flow rinsing, or any other device which will allow 
vou to save as much solution as possible. 

One technique at use in several of our plants, especially 
on barrel platers, is to allow the work to come to rest above 
the plating tank before passing on to the first rinse tank. 
This allows as much solution as possible to drain from the 
work back into the plating solution before it passes on to the 
rinse (Fig. 1). The rinse in this case is usually a “still” or 
“reclaim” rinse which can be fed back into the plating 
solution (Fig. 2). This works particularly well where the 
plating solution runs at higher temperatures and has consider- 
able evaporation from the surface. 

These 


sprays are timed to operate only when a rack is rising in 


Another technique is the use of fog sprays (Fig. 3). 


front of them (Fig. 4). The rinse dripping from the racks 
falls back directly into the plating bath. In one case the 
following of these practices cut down the loss of cyanide 
plating solution by 86 per cent and it is expected that this 
recovery will increase to 97 per cent by adding one more 
recovery stage. 

Don’t overlook the possibility of using a less concentrated 
solution. In some chrome plating operations it has been 
found possible to lower the concentration of solution from 
32 oz/gal to 10 oz/gal. This results in less chemical lost by 
drag-out on the parts being plated. 

Step No. 2: Check the possibility of substituting a 
chemical process which will not result in an objectionable 
waste. There is an instance where the manufacture of a 
certain part required that the part be forged, then pickled 
in acid, and drawn in a heat treat furnace. Use of the pickling 
solution resulted in the usual problem of disposal. 

A careful review of the chemistry of the operation and the 
metallurgical requirements of the part resulted in substitution 
of a molten salt bath cleaning process which operated at a 
temperature suitable for producing the metallurgical proper- 
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Fig. 2. Recovery of zinc plating solutior 
no zinc plating system. These are figures obt 
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STILL FLOW 
RINSE RINSE 


0.64 02. NACN (TREATED AND 
PER BASKET CIRCULATED) 
(39.5%) 0.23 0Z. NACN 
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Fig. 3. Fog spray rinse being applied to plating rack emerging 
trom concentrated plating solution 


ties in the part. As a bonus for substitution of this process, 
it was found that floor space requirements were cut down 
considerably, equipment maintenance was cut down and 
labor requirements were cut in half for the operation. 

Other substitutions which have been made in General 
Motors plants include the replacement of copper cyanide 
solutions with acid copper in plating processes, replacement 
of molten cyanide heat treating baths with carbonitriding 
furnaces using a suitable gas atmosphere, replacement of 
acid pickling with alkaline derusting solutions and elimination 
of the use of chromated cleaners. These cleaners contained 
chromates as a means of preventing rusting after cleaning. 


Suitable substitutes were found for this type of cleaner. 


Step No. 3: Try to find a mechanical process to take the 
plac e of a chemical process which produces an objectionable 
waste. Several plants have substituted abrasive cleaning for 
acid pickling to remove scale from forged parts. Abrasive 
cleaning is being applied to other parts as the economy and 
practicability are developed. The abrasive cleaning process 
produces no liquid wastes and removes the necessity for 


treatment of waste acid. 


Step No. 4: 


purifying solutions on a regular basis so that the life of the 


Check the possibility of reconditioning or 


solution may be extended. In certain plating plants extensive 
use of electro-purification is practiced, and also recovery 
methods for removing metals such as copper from plating 
solutions 

Many GM plants make use of the acid-copper plating 
bath. During operation of this bath, the concentration of 
copper increases considerably. In order to maintain solution 
strength at the proper level, quantities of acid-copper plating 
solution are withdrawn from the operating bath at regular 
intervals and treated in a copper recovery plating tank 
In this bath, used copper anode “swords” which are no longer 
fit for use in the plating bath, are set up as cathodes and the 
excess copper in the solution plated on to these cathodes. 


These are then reused in the copper plating bath to replace 


anodes which would have to be otherwise purchased. 


Electro-purification is a standard practice particularly in 


the nickel baths to remove metallic impurities. 


Bt 


Sometimes the purification process itself results in loss 
of valuable chemicals. This is particularly so where activated 
carbon treatment is given a plating solution in an open tank 
Reuse of these treated solutions after the activated carbon 
treatment always resulted in loss of a certain volume of 
concentrated solution remaining at the bottom of the treat- 
ment tank. Many of our plants have substituted activated 
carbon packs in conventional filter equipment to stop this 
waste. 

Reconditioning of solutions has paid off in the area of 
“soluble” cutting fluids. Most of our plants maintain their 
soluble oils by the addition of bactericides at regular intervals. 
At least one plant has installed aeration and flotation equip- 
ment on a central soluble oil system which has allowed them 
to use their soluble oils for several years without replacement. 

In many cases the use of centralized systems for soluble 
oils has provided the opportunity for filtration, chemical 
treatment or other life extending practices. 

Some plants have recovered oils from waste treatment 
processes and put them to use in the manufacturing plant, 
either as fuels or, with suitable treatment, as general-use 
cutting fluids. 


Step No. 5: Where a concentrated solution must be re- 
placed from time to time because of the buildup of undesirable 
materials, see if removal and replacement of small quantities 
each day will keep the solution in satisfactory condition. 
Small quantities removed in this way can be handled more 
conveniently, will require very little special equipment for 
treatment and may possibly be handled successfully simply 
by trickling into the normal plant waste flow. 

Be sure that careful control is maintained over disposal in 
this way by using devices which will make sure that no more 
than the required quantity is discharged from the solution. 
Manual methods for control of waste disposal by this process 
are not acceptable. 

We are using this technique in processes such as anodizing 
where buildup of aluminum salts eventually results in a 
Rather than 
discharge large volumes of the acid when it has reached 


reduction of the efficiency of the operation. 


this point, why not simply remove a smaller quantity con 
tinuously, neutralizing by other wastes in the plant. This 
procedure eliminates the building, operation and maintenance 
of waste treatment facilities. 

Another possible example in this field, which may more 
properly fall under Step 4, is the removal of small volumes of 
anodizing solutions for passage through ion exchange sys- 
tems and return to the anodizing tank. The ion exchange 
system removes metals which will contaminate the anodizing 
bath. By setting the flow of concentrated solution from 
the bath at the proper rate (depending on work loading) the 
anodizing bath will eventually remain at a static level of 


impurity well within the optimum efficiency range of the bath. 


Step No. 6: Where certain isolated processes contribute 
the majority of the serious pollution load from the plant, 
try to separate these wastes from the entire waste flow and 
handle them separately. This can be combined with a 
recovery process where such is economical. In some GM 
plating plants recovery equipment has been installed on the 
first rinse following acid copper, nickel and chrome plating 
baths. This recovery equipment has served the double 
purpose of removing highly concentrated and objectionable 
wastes from the over-all plant stream and of recovering 
valuable chemicals for further use in the plating process 
Fig. 5). 


PLATING 





In one plant, using one of these techniques, chromic acid 
usage in terms of pounds per assembly plated dropped from 
0.241 to 0.025 Ib in five years. 


acid concentration in the effluent from the plant dropped 


At the same time, chromic 
from an average of 60 ppm to an average of 3 ppm (Fig. 6). 
Step No. 7: Find out if the materials you are wasting 
are of any use to a neighboring industry, either as a means of 
neutralizing its wastes or even as a raw material for its process. 
At the same time, find out if your neighboring industries are 
throwing away materials of value to your own waste treatment 
operation. 

Two instances come to mind. In the first instance, a plant* 
was treating large quantities of waste acids at considerable 
cost. In a review of its waste treatment situation and in an 
off-hand conversation with the management of a neighboring 
plant, it found that the waste acid it was discharging could 
This 


solved an expensive waste treatment problem to the satis 


be used as the raw material for fertilizer production. 


faction of both parties. 
In the 


pickle acids with purchased chemical lime at cost of around 


second instance, a division was treating waste 


$20 per ton. Another division, right across the fence from 
the first division, was at the same time paying money to hav: 
waste lime from acetylene generators hauled to the dump. 
This waste acetylene lime was actually of higher available 
calcium oxide content than the chemical lime being bought 
by the first plant. Negotiation between the two divisions 
resulted in the first division securing a cheap source of high 
quality lime and the second securing a ready disposal for its 


waste acetylene lime. 

Step No. 8: Be sure to check with local officials as to 
exactly what treatment is expected of waste materials ente1 
ing the sewers. Sludge developed in a waste treatment plant 
can be the most troublesome and expensive feature of the 
whole operation. It sometimes happens that by proper 
manipulation the sludges produced either in plant operations 
or by inter-action of treatment chemicals are so low in con 
with the total 


being discharged that no settling or separation devices are 


centration in comparison volume of waste 


necessary In 


down the municipal sewer for 


treatment works. 
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municipal authorities. 


Careful 





PLANT A LBS DAY COST LB SAVINGS DAY 


VACUUM 
CHROMIC ACID 300 30 $ 90.00 


ATMOSPHERIC 


NICKEL SULFATE 
NICKEL CHLORIDE 


PLANT B 


VACUUM 
CHROMIC ACID 690 30.6 «(6 $ 207.00 


Fig. 6. Chemical savings by rinse evaporation 


control must be established over the uniform discharge of 
these sludges so that the concentration of suspended matter 
in the effluent stays within the limits prescribed by the 
authorities. Obviously, this saves the cost of settling tanks 


and sludge removal devices, labor and maintenance. 


Step No. 9: Be sure that cooling waters are conserved as 


much as possible. Time is drawing very short for those 
plants which use water once-through in a cooling operation 
then discharge it to the sewer. Falling water tables, lowered 
surface water sources, and general scarcity of water are 
making it essential that all recovery practices should be 
placed into operation in manufacturing plants. 

Many states are working on drastic modifications to their 
water resources laws which will require the securing of permits 
for the use of water from other than municipal sources and 
the granting of these permits will take into consideration 
the concept of “reasonable use.’ It is almost certain that 
once-through cooling systems will not be considered a reason- 
able use of water resources. 

Cooling waters should be used in circulating systems 
passing over sore heat recovery or heat re moval device, 
such as a spray tower or spray pond. When temperature 
considerations, or concentration of salts, indicate that they 
are no longer fit for cooling waters, then they should be used 
for rinsing, service supply or boiler feed makeup (with 
adequate treatment 

In a smaller plant, water usage for plating dropped from 
approximately a million and a half to 780,000 gallons per day 
in less than a year by application of conscientious conserva- 
tion measures. ‘These measures not only save money for 
the industry but are becoming a matter of necessity more and 


more as the years go by. 


Step No. 10: Establish tight control over the waste of 
solutions in the plant. Let the operators of your processes 
know the value of what is going down the sewer and what 
it will do to the sewers, the sewage treatment plant, or the 
river or lake receiving it. 

It is found frequently that waste of chemicals and process- 
ing solutions is a matter of poor communications between 
supervision and operators. If the operator knows why he 
should help in cutting down wastes, he is more likely to 
cooperate. If he knows that he is the one who is being harmed 
when he allows an uncontrolled waste to go down the sewer 
and that the wastes he is allowing to go down the sewer are 
contributing to the killing of fish in the local streams or lakes, 
or to the high cost of operating the sewage treatment plant 
or water works in his town, then he is much more likely to 
work toward conservation of materials. The operator will 


be just as loud as anyone else in condemning a plant for all 
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of the troubles caused by the pollution that he himself 
allowed to go down the drain. 

Set up a course of employe education in the plant, making 
them acquainted with what can happen when poisonous 
materials are allowed to go’ down the sewers uncontrolled 
and untreated.* 

At the Ohio Sewage and Industrial Waste Treatment Con- 
ference held in Dayton in June 1956, Mr. Blucher Poole, 
Chief Engineer of the Indiana State Board of Health, made 
the following statement: 

“Whether industry likes it or not, the time will come 
when it will be required to furnish positive proof its wastes 
will have no deleterious effects before it is permitted to put 
them into a stream.” 

The author believes that Mr. Poole is right, and further 
that he is only reading out loud the handwriting which has 
been on the wall in the field of waste disposal for many years. 

General Motors is committed to a wide-open program of 
cooperation with the stream control authorities for the control 
of waste disposal into water courses. In some few areas GM 
has gained from recovering waste materials. In most cases, 
however, the treatment of the wastes represents a money 
expenditure which can only be recovered in the cost of the 
commodity to the consumer. 

These are the hard facts of the situation. The cost of 
treating an industrial waste is part of the cost of manufactur- 
ing a product. It must be paid for by the consumer in the 
end. Any values recovered by prevention of wastes or re- 
covery of materials then become savings in the cost of manu- 
facturing the product. Waste recovery techniques are be- 
coming an integral part of the processing of the finished 
product. 

In the future more and more effort will be demanded from 
industry to eliminate discharge of harmful wastes. Develop- 
ment of better recovery techniques for expensive chemicals 
therefore becomes extremely important and will always 
be the only way to save money through industrial waste 
control 
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In July of 1936 Mr 
Motors as a chemical eng 
Engineering Section of Fisher Body Division 
In July 1947 he was transferred to the 
Production Engineering Section of the General Motors Manufactur 
ing Staff as a chemical engineer, and was promoted to his present 
position in December 1952 
Mr. Milne entered the United States Army in December 1943 
and his service assignments were in the field of engineering. He 
was separated in March 1946 with the rank of Captain. He is 
a member of the National Society for Professional Engineers and 
the Engineering Society of Detroit, and is a registered professiona 
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Mr. Milne has had papers published on chemical engineering 
subjects, principally in the field of industrial waste control 
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HOW TRANS WORLD AIRLINES 


TREATS PLATING SHOP WASTES 


by ROBERT L. GARRETT, ROBERT C. GARLAND 
and THOMAS SAWYER JR. 


LAYOL 1 \ wl are installed the 


pumps, valves, flow meters, ete., 
\\ ; which control the flow of these waters \ schematt lavout 
. 7 eee m : or See — : ™ ot the entire building Is shown In | iv’ l 

operated for and by the TWA plating shop only It 

i¢ rst floor « ‘ hy ‘ y lLOUSES | chlor i , 
semiautomatic oxidation and reduction treatment for evani I} n lox * th uilding | l t he | inato 
ind cl mium wast caustic tank. drv chemical feeders. and the instrument panel 
i qa chromiu!l astes, A. 


second floor is used as storage for the drv chemicals and 
he entire operation is housed in or around a two-story s 
' ld : 14 rs are loaded here in the hoppers whic extend from 
suuilding 20 bv 40 ft. with a basement ft deep and several — , 

. ; I floor below At the back of the building are four treat 
treatment basins outside of this building For appearance , ‘ 

: nt basins and settling basin, and bevond them is a large 

and space, the waste treatment plant is located a considerabl 


oon. Figs. 2, 3 and 4 show some of the equipment on the 
distance from the overhaul base which houses the plating 


first floor Fig. 5 is a view of the second floor, Fig. 6 shows 
— one of the treatment basins, and Fig.7 is the settling basin or 
Waste solutions and rinse waters come to the treatment oahiitins 
plant from the shop in two six-inch sewer lines All of the 
waters containing cyanides are diverted into one of the larg« METHOD OF OPERATION 


tanks in the basement of this building. Into the other tank 
the chrome and acid bearing waters are turned. These two his plant is actually two separate processes. Therefor: 
tanks are known as retention basins and will hold up to each process should be discussed by itself up to the point 
25,000 gal of water. They are separated by a dry well in where the products of the treatment are combined into one 

stream. The following chemical equations show the complet: 


processes in both sides of the dual purpose plant 





EQUATIONS 
2 Cl, + 2 Na CN — 2 CNCI + 2 NaCl 


CN Cl + 4 NaOH — 2 NaCNO + 2 NaCl + 2 H.O 

Cl. + 4 H.O + 2 NaCNO — 3 Cl. + (NH,). CO® + Na, CO 

Cl. + 6 NaOH + (NH,)2 CO; + Nas CO; — 2 NaHCO; + N». 7 + 6 NaCl + 6 HO 
6 FeSO, 7 H.O + 6 H. SO, + 2 HeCrO, — Cre (SO4), + 3 Feo(SO,.);, + 50 H.O 
Cro(SO,)3 + 3 Fe2(SO,)3 + 12 Ca(OH). — 2 Cr(OH); | 6Fe(OH); | + 12 CaSO, 
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Fig. 1. ematic of TWA platine 


Phe cyanide bearing wastes are pumped from the cyanide From here it is moved to the settling basin where it mixes 


retention basin into three-minute treatment basin. Here with the stream from the other side of the plant. 


they are treated with chlorine and caustic soda. Cyanide The chrome bearing waste is moved from its retention 


is converted immediately to cyanogen chloride which in time basin to the chrome reduction basin where it is treated with 


sulphuric acid and a slurry of ferrous sulphate. The reduction 


is hvdroly zed to cy anate equation l and =). From this basin 
the waste moves to the two hour treatment basin where the of the chrome from the hexavalent to the trivalent state is 


cyanate is completely oxidized as shown in equations 3 and 4. shown by equation 5. From here it passes to the lime mixing 


ty S ~ 
« 


Fig. 2. The chlorinator. Fig. 3. The chemical feeders are shown at the top, pumps in the 
foreground. 
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Fig. 4. Instrument panel. 


basin where a slurry of hydrated lime is added (equation 6), 
In the settling 
basin, crushed limestone is added, which, with the lime, 
causes the floc to precipitate and settle to the bottom. <A 


sludge pump moves this insoluble waste to the large lagoon 


and it then flows into the settling basin. 


where it is dried and removed at intervals. The water in 


the settling basin flows over a weir and is discharged into a 


small stream near by, and eventually finds its way into a 


large river. 


METHODS OF CONTROL 


To insure the completeness of the various reactions which 


have been discussed above, this plant is equipped with a 


Fig. 6. Cyanide treatment basin. 
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Fig. 5. View of the second floor showing the top of the feeders. 


fairly complete set of measuring instruments. Fig. 4 shows 
the panel of pH meters and recorders which monitor the 
streams at various stages of the treatment. In addition to 
measuring pH on this treatment, there are two places where 
the oxidation-reduction potential (ORP) is determined. In 
the cyanide treatment, this value is measured and recorded 
in the two hour basin. In the chrome treatment, it is recorded 
in a sample taken from the chrome reduction basin, coupled 
with a proper pH value. At that point, the ORP will indicate 
Besides 


these two places where both pH and ORP are measured, 


the completeness of either oxidation or reduction. 


pH is also determined in the lime mixing basin, the three 


minute basin, the settling basin inlet, and at the point where 


Fig. 7. The cyclator. 





the waste-free effluent waters leave the settling basin and 
enter the stream. 

Most of these pH and ORP values are conventional with 
treatment plants of this type and there is no need to discuss 
them in detail. In addition to the recording instruments, 
several other tests are used which enable the operator to 
detect changes in concentration and to adjust the feed of 
chemicals to correspond with treatment needed. Such tests 
include an ampreometric titration for the presence of free 
and /or combined chlorine, a spot test which gives a quantita- 
tive estimation of cyanide, a visual colormetric estimation 
of hexavalent chromium, and the use of a portable pocket pH 
meter which will give an instantaneous reading at any place 
the operator desires. In addition to these tests which are 
performed in the waste treatment plant, samples may be 
taken from any point of the system and sent to the plating 
shop laboratory where complete and accurate analysis can 


be made. 


OPERATIONAL NOTES 


One interesting aspect of the operation of this plant which 
is brought about as a result of continually treating effluent 
rinse waters which are normally low in waste content and 
then having to add a quantity of concentrated wastes, is the 
method used to enable the operator to calculate a stepped-up 
treatment. When such « material is to be dumped, an anlysis 
is run in the shop and its concentration is calculated in the 
volume of water at that time in the retention basin. Prepared 
charts guide the operator in making such adjustments in 
chemical feed and water flow when his instruments begin 
to detect the arrival in the plant of the concentrated waste. 
Another interesting feature of this continuous type of treat- 
ment is the response of the instruments to changes as they 
occur. Since all of the basins are equipped with continuous 
agitation, there is only a few seconds lag in the meter when 
either the pH or ORP changes suddenly. It is also worth 
noting that all of the meters and recorders are equipped 
with maximum and minimum limit switches which will sound 
an alarm and activate a warning light when any reading is 


over or under the established limits. 


It is also noted that, while chrome and cyanide wastes 
primarily are being treated, any heavy metals are precipi- 
tated as hydroxides. 

The above discussion of TWA Waste Disposal Operations 
was given to the Kansas City Branch AES, not so much as 
an ideal method of performing this work, but as an example 
of how this job can be accomplished. At the time, the mem- 
bers were told that certain changes and improvements were 
contemplated. These were suggested after almost one year’s 


operation in this new plant. This plant has performed very 


well in the time it has been in operation and its performance 


has been and is an important part of the successful operation 
of a plating shop by Trans World Airlines in accomplishing 


overhaul of aircraft engines and other aircraft components. 


850 





Robert L. Garrett was born in Bluefield, West Virginie. After 
attending the University of Illinois, he was a civilian instrument 
mechanic for the USAAF during World War Il. Mr. Garret has 
been with TWA for 13 years, first as instrument mechanic and for 
the past six years as solution control chemist in the plating shop 

He is a member of Kansas City Branch of the AES and has been 
Branch secretary since 1957 


Robert C. Garland was born in Archie, Missour He was 
graduated from Gonzaga University, Spokane, Washington in 1950 
with a BS in chemical engineering. He has worked in the plating 
departments of the American Lead and Zinc Co., Bendix Aviation 
n Kansas City and General Motors Corp. in Kansas City. He hes 
been foreman in TWA'’s plating facility for three years 


Mr. Garland is a member of the Kansas City Branch of the AES 


Tom Sawyer Jr. was born in Trenton, Missouri and educated 
there. He was foreman of a plating shop in a Kansas City manu- 
facturing plant for six years before joining TWA as a mechanic in 
their plating facility. Mr. Sawyer has been operator of the airline's 
new waste disposal plant since the time of its activation 

He became a member of the AES Kansas City Branch in 1953 
the year the branch was chartered. 
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BIBLIOGRAPHY ON 
METAL FINISHING WASTES, 
1957 
by C. F. Gurnham and D. G. Foulke 


HIS LISTING continues the 1955 and 
1956 bibliographies which were published 
in the June and August, 1957, issues of 
PLATING. Additions to the list will be 
appreciated. 

No attempt has been made to include 
general articles on industrial wastes un- 
less metal finishing wastes are discussed 
in detail. Organic finishing wastes are 
not included Analytic al methods for 
metal ions are not included unless the ar- 
ticles relate spec ifically to effluents from 
metal finishing operations (the analysis of 
yanide is, however, included 
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PREVIEW OF 
FUTURE PLATING 
ISSUES 


NOVEMBER 1958 
AIRCRAFT. Electroplating 
and metal finishing in the 
aviation industry will be 
featured in this second an- 
nual edition. 


THE SEPTEMBER, OC- 
TOBER and DECEMBER 
issues loom as strong 1958 


General Issues. 


JANUARY 1959 
ABRASIVES AND ME- 
CHANICAL FINISHING. 
Developments in the var- 
ious finishing methods will 
be featured in this annual 


issue. 


MARCH 1959 
ORGANIC COATING. The 
importance of organic finish- 
ing to electroplaters is in- 
creasing rapidly. New and 


review material will be pre- 


sented. 
e& 


JUNE 1959 
GOLDEN JUBILEE. \ 
large feature issue climaxing 
the Fiftieth Anniversary ob- 
servance of the American 
Ele troplaters’ Society. 
PLATING’s parent, it will be 
targeted both for immediate 
interest to PLatine’s global 
circulation and for long re- 
tainment as an AES refer- 
ence source and as a me- 
mento of this vear-long 


observan e. 
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Get the extras that cut costs and guarantee consistent results... Competitively 
tested materials, comprehensively and conscientiously serviced by a nationwide network of sales 
engineers and distributors. Federated’s materials include new ASARCO-MAX COPPER anode, triple-life 
Conducta-Core lead anode, copper, zine, tin, tin-lead, cadmium, brass and silver anodes. Nickel salts. 
Zimax, Nimax, Cadmax brighteners. New Conmax conversion coatings for zinc and cadmium plated 
parts. Federated Metals Division of American Smelting and Refining Company, 120 Broadway, 


New York 5. N. Y. In Canada: Federated Metals Canada. Ltd.. Toronto and Montreal. 
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GRAVER SYSTEMS 
TREATMENT 

OF COMPLICATED 

cnn oT PLATING WASTES 


machined to close tolerances 
and plated or coated with a 
wide variety of materials to at 
resist corrosion and guarantee 
dependable performance during 
ihe - MARTIN-ORLANDO 
silver plated, anodized. phosphatized, 
pickled, passivated or processed in ; 
other ways. An unusually large number 
of acid and chemical wastes results, 
including nitric acid, hydrofluoric acid, 
sulfuric acid, caustic and cyanide 
Handling these wastes is a complex 
problem in itself 
Martin-Orlando of Florida, builders of 
guided missiles, selected Graver to supply all 
units and auxiliary equipment tor @ treatment 
plant based on plans and specifications prepared 
by the Architect-Engineers. Graver, working with 
the consulting engineers, fabricated and installed 
a plant which handles this treatment problem simply 
and directly. Four integrated systems effectively treat 
all wastes in the spent baths and rinse. The plant 
is safe, eficient and simple to operate and maintain. 
This installation is only one of the many modern 
plating waste treatment systems Graver has furnished 
for large and small manufacturers in every field. 


Graver supplies all types of equipment, from simple units 


to entire plants and makes available a complete service, 
including research and development, manufacturing and 
installation, when required. Whatever your waste treatment 
requirements, Graver has the modern designs, equipment and 
processes to do the job efficiently . . . economically. Every 
installation is tailored to specific needs. 


Industrial Waste Treatment Dept. W-520 


¢ 
GRAVER GRAVER WATER CONDITIONING CO. 
—_—_————_— Division of Union Tank Car Company 


216 West 14th Street, New York 11, N. Y. 





Architects & Engineers: 
WRITE Conne fl, Pic re e, 
FOR — Garland & Price dman 
INFORMATION Miami, Florida 
AND 
LITERATURE! 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 832. PLATING 











A PLATING MAGAZINE original feature during this 
observance fiscal year of the FIFTIETH ANNIVERSARY 


of its parent, American Electroplaters’ Society, Inc. 


N MARCH 6, 1909, in the first year of the administration 
of President William Howard Taft—a half-century 
ago when the United States itself was a union of 46 states 
with a population of about 90 million, and when the 
average salary of foremen platers was some $27.50 weekly— 
Charles H. Proctor, a farsighted New Jersey plating and 
foundry supervisor, achieved his cherished dream by 
inspiring a meeting of some two-dozen foremen platers 
at the old Hotel Chelsea in New York City for the purpose 
of creating a non-profit association for the advancement 
of electroplating, metal finishing and allied arts. 


RIDAY, March 19, the same pioneering group, with 

some enthusiastic additions, met again, this time at 
Knickerbocker’s historic Astor House, for further con- 
sideration and action. Out oftheir thinking and planning, 
the National Electro-Platers Association of the United 
States and Canada (NEPA) came into formal being at an 
organization meeting held at the Chelsea Hotel, Saturday, 
April 10. There, the infant association's Constitution 
and Bylaws were approved by 60 Charter Members, and 
Founder Charles H. Proctor was elected NEPA'’s first 
President, with Nathan F. Emery named Treasurer and 
B. W. Gilchrist voted Secretary. NEPA became incorpo- 
rated as a New York corporation on October 18, 1909, the 
trailblazing ancestor of today’s American Electroplaters’ 
Society (AES). 


ITHIN three months of its incorporation, NEPA con- 

ducted its first annual banquet, forerunner of today's 
AES Annual Conventions—a sumptuous affair held 
January 15, 1910 at the old Hotel Marlborough in New 
York. And by October 10 of that same year, with Philadel- 
phian F. C. Clement as bellwether, NEPA had entered 
Philadelphia by the launching of a Branch in that commu- 
nity that day. 


EEDING a medium of its own through which to enrich 
the technical knowledge of its swelling membership, 
NEPA inaugurated a quarterly magazine in June 1910 
titled ‘QUARTERLY REVIEW"’, progenitor of ‘‘MONTH- 
LY REVIEW” and of today’s PLATING MAGAZINE. 


HOUGH NEPA's headquarters was then located in 

New York City and its members met at 309 West 23rd 
Street on the first Friday evening of each month, its first 
Editorial Office was in the Jersey City home of its first 
editor, August G. Hoffman. Elected Librarian of NEPA 
in May 1909, the late George B. Hogaboom (New York) 
assumed the editorship of ‘“‘QUARTERLY REVIEW”’ in 
March 1911, and under his guidance—aided by such 
Associate Editors as Adolph Wahl (Rochester, N. Y.); 
Amos G. Reeve (Niagara Falls); Royal F. Clark (New York); 
John E. Grant (Lynn, Mass.); Frederick C. Clement 
(Philadelphia) and Charles H. Proctor (Arlington, N. J.)— 
the quarterly made rapid headway. That same year, 
by the way, NEPA penetrated Rochester, N. Y. with a 
dynamic Branch. 
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HE YEAR 1912 saw NEPA, now with 144 Active Mem- 

bers, make even greater progress. It became inter- 
national in stature by the genesis of a Branch in Toronto, 
Canada. It also chartered Branches during that eventful 
year in Indianapolis, Detroit, Chicago and St. Louis. And 
its Third Annual Banquet, an historic event that occurred 
Saturday, February 12, 1912 just two months before the 
sinking of the Titanic, concurrently featured the Asso- 
ciation’s first Industrial Finishing Exposition. 


Bw 1913 was an even more eventful period for burgecn- 
ing NEPA. It assimilated its growth that year by re- 
organizing itself oun June 1, 1913 as the American Electro- 
platers’ Society, today’s AES, with a membership number- 
ing over 350. With the creation in 1913 of the Newark, 
Milwaukee, Dayton, Cincinnati and Buffalo Branches, 
the Society then boasted 13 chartered Branches, these 
spanning (East to West) from New York to St. Louis, 
(North to South) from Toronto to St. Louis. 


O EFFECT its transition, AES conducted its First 

Annual Convention on dune 1, 1913, a memorable 
event staged in New York City with Founder Charles H. 
Proctor presiding. At that first Annual Meeting of the 
Supreme Society, AES inducted its first National Officers, 
namely George B. Hogaboom (New York), President; 
Colonel J. H. Hansjosten (Chicago), First Vice President; 
W. S. Barrows (Toronto), Second Vice President; John Jd. 
Schultz (Detroit), Treasurer, and H. E. Willmore, (Chic- 
ago), Editor. 


N 1914, Austrian Grand Duke Ferdinand was assasinated 
in Sarajevo, Serbia, thereby impelling Europe into 
World War I. On this continent, meanwhile, the AES 
accelerated its mission of stimulating education in electro- 
plating, metal finishing and allied arts by broadening the 
frequency and usefulness of its official journal. In June 
of that year, with H. E. Willmore as Editor-in-Chief, 
‘QUARTERLY REVIEW" became ‘‘MONTHLY REVIEW”, 
the immediate forerunner of AES’s PLATING MAGAZINE 


of today. 

—JOHN P. NICHOLS 
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Earliest Membership Certificate of National Electro-Platers 
Association, Circa 1910. 





GULDEN JUBILEE CONVENTION / EXPOSITION 
AS AcSs GOLDEN JUBILEE CLIMAX 


[Vp tcmcan’s Detroit, world renowned 


metropolis that will be locale of the 


Golden Jubilee Convention and Industrial 


: inishing Exposition climaxing the FIFTI- 
“TH ANNIVERSARY observance of the 
i rican Electroplaters’ Society, Inc. (AES), 
June 15-19, 1959, has lived under three 
- in its 255-vear lifetime 

"D> tiny wilderness settlement nestled on 


the got of the pungent Detroit River 

vhen fathered by Antoine de la Mothe Cadil- 
lac back in 1701, it abandoned France's 
colors in 1760 when that nation yielded pos 
session to the British. And when “Mad 
Anthony” 


the fort at Detroit in 1796, the Stars and Stripes were un- 


Wavne stormed and conquered 


furled over the community for keeps. 

Since that far-off day, Detroit has become one of the 
world’s leading cities, both in point of size and in reputation 
and prestige for its abundant manufactured products that are 
known and employed globally. Moreover, it has taken giant 
strides forward in the development of civic and cultural 
facilities. 

Against this backdrop, the AES will conduct there, its expect - 
edly sizable convention and exposition, including the Fifth 
International Conference on Electrodeposition and Metal 
Finishing, that will be the summit events of the year-long 
observance of its GOLDEN ANNIVERSARY. Its Detroit 
Branch, largest of its chartered affiliates and a veteran of four 
AES Annual Conventions conducted in the past under its 
aegis as Host Branch (1918, 1929, 1934 and 1947), is leaving 
no stones unturned to make this the most generally signifi 
cant AES national assembly in the Society’s half-century 


existence 


“DETROIT’LL SHINE IN 7°59” 
WW THE pageantry of a “once-in-a-lifetime’”” FIFTIETH 
ANNIVERSARY observance as background, the Gol- 
den Jubilee Convention will provide substantial educa- 
tional and relaxation fare. As the Fifth International Con- 
ference on Electrodeposition and Metal Finishing, its edu- 


cational sessions will feature technical and scientific papers 


delivered by the cream of American and foreign experts. 
The Conference's “leadoff” event, in fact, will be the widely 
anticipated “William Blum Lecture” to be presented by Dr. 


William Blum, the AES’s first 


Award” winner 


“AES Scientific Achievement 
*, highest honor bestowed upon a distinguished 
scientist by the American Electroplaters’ Society. 


The Industrial Finishing Exposition is expected to assemble 
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for industry display, the products of the largest number of 
American sources of supply in AES history. Here, thousands 
of viewers will pass through the aisles of the city’s Engineers 
\rmory to examine the lines and latest product developments 
of the market's suppliers. Among other features, will be the 
historical and status exhibits of the AES itself and of its 
PLatiInG MaGazine and Research Program, keystones of its 
broad program. Aloft will be the Golden Jubilee flag accentu- 
ating the important anniversary. 

Detroit's Hotel Statler will be the Headquarters hotel, with 
a number of others, including the Sheraton-Cadillac, supple- 
menting. As in Montreal and Cincinnati, the registration fee 
male or female) will be $20 per person. Free bus service will 
be provided between the hotel and the Armory. Morning 
educational sessions will be held at the hotel, afternoon ses- 
sions at the Armory. Restaurant service will be available at 
the Exposition. Plant visitations will play an important part 
in the expected success of the Golden Jubilee Convention. 
“Detroit's 
da place in °59." Judging by plans to date, PLatine adds, 


“DETROIT LL SHINE IN 59 


Signs at the recent Cincinnati Convention held, 


The heart of Detroit's downtown business section from Grand 
Circus to the Detroit River. 
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SIXTEEN BIG AES MEETINGS ALREADY 
SCHEDULED FOR 1958-1959 


Scheduled dates for many of the AES’s 
Regional and Branch events for the au- 
tumn 1958 and winter 1959 season of the 
Society’s FIFTIETH ANNIVERSARY 
have already become known These in- 
clude these dates of occurrence of the 
AES’s four of | five Annual 
Meetings 


Regional 


Dixit Dinkler Plaza Hotel, Atlanta, 

Georgia, February 13-14, 1959 concur 

rently with the AES’s SIXTH IN- 

FERIM MEETING of the Supreme 

Phe Southeastern Branch will 
be Host Branch. Blue Ridge and Miami 
are also members of the group 

Empire State: To be held in Buffalo, 
N. ¥., April 11, 1959 with the Buffalo 
Branch as Host 


Society 


This region also in 
cludes the Capitol District, Mohawk 
Valley, Syracuse, Rochester and South- 
ern Tier Branches 

New ENGLAND: Waterbury Branch will 

serve as Host for this regional to be held 

in Hartford s Hotel Statler, April 18 

1959. Member Branches include Bridge- 

port, Hartford, New Haven, Springfield 

Louisville will host this re 

gional to be held in that city, April | 


1959. Other participating Branches in 


Pri-STATE: 


clude Columbus, Cincinnati, Indianap 
olis, Dayton 


With a FIFTIETH ANNIVERSARY 
background and with the Executive Board 
present the Baltimore-Washington 
Branch’s traditional Annual Meeting at 
which the National President will receive 
his “pot” of the Order of Past Presidents 
will be held April 11, 1959 


Major Branch Annual Meetings whos 
dates are already known include 
October 4, 1958 
October 31—November 1 


MONTREA!I 
PHILADELPHIA 
1958 
December 4-5, 1958 
December 12-13, 1958 


GRAND Rapips 


DerTROIT 
NEWARK 
January 17, 1959 
Cuicaco—January 31, 1959 
(CLEVELAND 
New York—February 7, 1959 

March 7, 1959 

March 7, 1959 
With the Dixie Regional Group selected 


by the Supreme Society as sponsor, and 


January 31, 1959 


DAYTON 


RockForRD 


the Southeastern Branch as Host Branch 
the SINTH INTERIM MEETING will 
occur at the Dinkler Plaza Hotel, Atlanta, 
Georgia, Saturday, February 14, 1959 
Phe Executive Board will hold a full-day’s 
meeting on Friday, February 13 continu- 


ing on Sunday, February 15 


1958 TECHNICAL 
PROCEEDINGS IN 
PREPARATION 

Containing the papers delivered before 
the Educational Sessions of the recent 45th 
Annual Convention, held in Cincinnati 
Ohio, May 19-22, 1958, including the dis 
cussions that attended the delivery of 
each of these technical and scientific 
papers, the 1958 Edition of the AES’s 
TECHNICAL PROCEEDINGS is. al 
ready in preparation for publication 
Expected to be even a larger book than 
the 1957 
expected to be enroute to them even 


Autumn than last 


edition, members’ copies are 


sooner this which 


broke all AES records for early appearance 


The Golden Jubilee Flag that will Ay at AES meetings. 


AUGUST 1958 





TROPHY 


THE COLIN HASTIE 
MEMORIAL TROPHY 
his memorial was created as a token 
of esteem to the memory of Colin McNair 
Hastie, a charter member of the Spring 
field Branch, and was donated by the Ac- 
tivities Committee of the Branch, on 
Saturday, June 14, 1958 
This award will be presented annually 
to the local Branch member with the low 
est gross golf score at the Annual Golf 
Outing Any one member winning this 
trophy twice shall retain permanent pos 
session, and it shall so be retired unless 
that member voluntarily returns it to 
future competition 
Che first winner of the award is Elery 
C. Gibson, at the Whippernon Club, in 
Russell, Mass. “Gibby” 


installed as first vice president of the 


has just been 


Branch for this coming season 


Colin McNair Hastie first joined the 
AES back in 1935 when the Springfield 
Branch obtained its charter He was a 
supervisor in the plating department at 
Westinghouse Electric and was active in 
Westinghouse Electric 
the Branch until his recent fatal illness 


He died on Sunday, April 28, 1958 


He was active in 


Henry Heissfield 


TORONTO CONTRIBUTION 

An item in the June 1958 issue stated 
incorrectly the Toronto Branch had con 
tributed $100 to the AES Research Fund 
The Toronto Branch contribution was i 
the amount of $180, nearly twice the figur 


previously published through inady ertet 











INTERSOCIETY NEWS 


ASM ELECTROPLATING COURSE 

Amplification of the broad and scientific 
Metals 
division of the 
Metals 
recent addition of a new course in “Ele« 
troplating and Metal Finishing.” 


curriculum of the Engineering 
Institut a 


Society for 


American 


continues with the 


This course has been prepared for the 
Metals Engineering Institute by one of 
the nation’s foremost electrodeposition 
experts in the country, formerly a member 
of the National Bureau of Standards for 
William Blum 


The course is designed to cover broad 


more than 40 years—Dr 


chemical and physical principles under 
lying coating processes. It also touches 
upon specific practices in treating particu- 
lar metals 

Fifteen lessons comprise the course with 
one-half of the lessons presenting such 
topics as electricity, electrical equipment 
polarization, and current and resistance 
In addition there are lessons on prepara- 
tion of metals for plating and the structure 
and properties of elec trodeposits Sper if 


discussions present the handling of copper, 


silver, gold, zinc, cadmium and other rare 
metals Electroforming, electrowinning 
and electrorefining complete the course 
rhe Metals Engineering Institute offers 
courses in all phases of metallurgical in- 
struction available for home study or in- 
plant training programs. Further infor- 
mation may be had by inquiry directed to 
the Metals Engineering Institute, 7301 
Euclid Avenue, Cleveland 3, Ohio. 


AMERICAN SOCIETY FOR 
ABRASIVES EXPANDING 
The expanded program proposed at the 
quarterly meeting of the Board of Direc- 
tors of American Society for Abrasives 
held April 19-20, 1958 at Hotel Elysee, 
New York City was approved and adopted 
by the society 
As outlined by John Y 
dent of ASA, key points in the program 


Arnold, presi- 


for the coming year include establishment 
of an annual National Abrasives Confer- 
ence, publication of a monthly newsletter 
for members, dev elopment of an informa- 


tion center and library, establishment of 


Photograph Courtesy of Plating Management 


Annual award to New York Plating Man-of-the-Year was made during the 40th annual 
banquet of the Masters’ Electro-Plating Association at the Hotel Astor, New York City 
on June 14. (Left to right) Frank Kaiser, MEPA secretary-treasurer, who made the 
presentation; Mrs. Ranno, wife of the recipient, was presented with a bouquet of roses; 


and Mariano Ranno, Plating Man-of-the-Year. 


The affair, one of the social highlights 


of the industry, was attended by about 300. Dancing and entertainment added to the 
enjoyment of the evening. Favors were received by all of the guests. 
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industry awards and citations, as well as 
the creation of a speakers bureau, film 
reference library, placement service, and 
the sponsoring of research projects 

The extensive program for the coming 
year is planned to help attain the society's 
objectives of increased understanding, 
wider use, and broader know ledge ot ¢ 
facets of industrial applications of ab- 
rasives 
direction of the overall program, the ASA 


has appointed a public relations counsel 


lo help with the creation and 


A charter has been granted to a new 
chapter, Long Island Chapter No. 8 


FIRST PLASTICS ENGINEERING 
DEGREES AWARDED 
On June 15, 1958 the first 


engineering degrees ever to be conferred 


plastics 


were granted to eight graduates of Lowell 
Institute of Technology, Lowell, Massa- 
chusetts. Twenty-three members of the 
class of 1959 are expected to receive the 
same BS degree in plastics engineering 
one year hence. 

To recognize this event and to honor the 
recipients, three national officers of the 
Society of Plastics Engineers, Inc. traveled 
to Lowell to participate in a special meet- 
ing of the plastics engineering graduates 
and faculty members. SPE national presi- 
dent, R. hk 
representing the SPE Eastern New Eng- 
land Section, Ralph L. Mondano; and 
SPE executive Thomas A 


Bissell, addressed the group 


Gossett; national director 


secretar y; 


1959 CORROSION SHOW 
AND CONFERENCE 

The 1959 Corrosion Show of National 
Association of Corrosion Engineers, held 
concurrently with the NACE 15th Annual 
Conference, will be in the same building in 
which technical symposia and technical 
committee meetings will be held he 
show and conference will be held in the 
Sherman Hotel, Chicago, Ill, March 
17-19, 1959. Corrosion Show booths will 
be located in the mezzanine and exhibition 
hall area of the hotel 

The hotel has recently been remodeled 
and special provisions have been made for 
the speedy and efficient handling of ex- 
With the show and the 
conference in the same building, no time 


hibit material 


will be lost going to and from the exhibi- 
tion and those attending the technical 
sessions can get to the show at all times 

Complete information may be obtained 
from R. W. Huff Jr., National Association 
of Corrosion Engineers, 1061 M & M 
Building, Houston 2, Texas. 
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Production lines must be kept moving... with 
surface finishing as with other steps. 


LEA LIQUABRADE, available in a wide range LIQUABRADE is enabling companies with big 
of abrasive grain types and sizes, is the ideal production schedules to keep the buffing line 
liquid abrasive composition for automatic buff- moving right along while producing the desired 
ing. Already widely used and growing in use. finish at exceptionally economical levels. 


Here are some of the high light economics: 


no nubbin waste or rehandling. 


production much faster, of course, than with bar applications. 


the finish is more uniform due to automatic, steady, uniform spray application 
and uniform cutting action. 


© buffs last longer. 


© all operations are automatic and continuous. 


In large measures these same advantages apply to 
hand-fed articles with a single wheel. One doesn’t have 
to have production lines to derive values from Lea 
Liquabrade spray buffing operations. 

We'll be glad to send you full details with detailed 





‘@ 
The Hallmark of 
Quality Products 





range of grit grades. Also suggest how you can set up 
your operations for spray buffing if you will give us the 
details of your present operation and a description of 
your product and the finish desired. Better yet, send 
samples. 





ASI 


The best way 


oMtolamae)i litem 


a perfect score 


mim elilire 


LEA GROUP 
erving the Finishing Field 
Leo-Ronal, inc, Jamaica, N. Y 
Lea-Michigan, Inc., Detroit 
The Lea Mfg. Co., Waterbury, Conn 
leo Mfg. Co., of Canada, itd 
lea Mfg. Co., of England, itd 
Plating Polishing Buffing 


Burning 


Patented and Patents Pending 


Q-STRIKE gets its name from Cu, the chemical symbol for copper and from 
‘strike’, that vitally important first deposit of copper. 


Q-STRIKE is an addition agent for cyanide copper strike solutions, offer- 
ing the following advantages: 


@ produces a superior foundation deposit needed for high quality 
plating 


unlike the conventional copper strike that tends to reproduce the 
surface of the base metal, Q-STRIKE produces a refined, oriented 
crystal deposit that hides surface imperfections. 


the subsequent Bright Copper deposit over Q-STRIKE shows real 
hiding power, greater brightness and leveling. 


similar benefits where nickel is deposited immediately after the 
copper strike. 


reduces materially the troubles associated with copper strikes as 
well as increases tolerance to metallic contaminants and carbonates. 


Q-STRIKE is another of the big developments by the Lea-Ronal Research 
Laboratory. It presents a definite improvement over other copper strikes. It 
provides an excellent foundation for further deposits ...as a good test in your 
plant will show. It is simple to use. Order a test quantity now and be ready 
for the expanding business that’s coming. 


Lea-Ronal “- 


Sales and Manufacturing Plant: 237 East Aurora Street, Waterbury 20, Conn 
Main office and Laboratory: 139-20 109th Avenue, Jamaica 35, N. Y 


Are you interested in Buffing, Polishing & Burring Specialties? SEE THE OTHER SIDE OF THIS INSERT 











KNOWLEDGE OF INESTIMABLE VALUE IN THESE AES RESEARCH 
PROJECT REPORTS CURRENTLY AVAILABLE 


Cleaning and Preparation of Metals for Electro- 
plating, IV, V, Vi & VII—By H. B. Linford 2 
E. B. Saubestre 


Methods for Testing Thickness of Electrodeposits, 
tl & II—By H. J. Read & F. R. Lorenz 


Porosity of Electrodeposited Metals—By N. Thon 
D. G. Kelemen, L. Yang, Yang, D. Dean 


The Analysis of Electroplating Solutions for Major 


Constituents—By Serfass & M. H. Perry 


Effect of Bosis natal Condition on Plating, 1& i— 


an & F shrnhe 


Effect of Surface Finishing of Nonferrous Base 
Metals on Protective Mag of Plated Coatings— 
By G Kahan, W. W cchia, J. M. Fairbank 


Effect of Impurities and Purification of ee 
Plating sotetions, vil & Vill—By D wing 


Werner iin 


Owen and 


Bro 


r 
x Dov 


Include Payment 
with Order to: 


445 Broad Street 


Serial 26 
Project 12 
$3.50 


Serial 27 
Project 7 
$1.35 


Serial 28 
Project 6 
85 Cents 


Serial 29 
Project 2 
90 Cents 


Serial 30 
Project 14 
$1.10 


Serial 31 
Project 4 
45 Cents 


Serial 32 
Project 5 
$1.00 


How the Small Electroplater Can Treat Cyanide 
Plating Waste Solutions with Hypochlorites—By 
Barnett F. Dodge and Walter Zabban 
versity, New Haven, Connecticut 


Yale Un 


Effects of Impurities and Purification of Electro- 
plating Solutions, IX, X & XI—By Dr. D , 
Dr Smith & Dr. W. O. Dow 


Cleanability and Oil Spreading Rates—By H. B 
Linford & P. E. Grubb 


The Nature, Cause and Effect of the Porosity i in 
Electrodepos ts, J a —By F elding 
nderly and Hilkert 


Microthrowing Power, A Literature Search—By 


tsther B. Letter and Henr eidheiser Jr 


The Influence of the Physical Metallurgy and Me- 
chanical Processing of the Basis Metal on Electro- 
plating IV—By M. H. Jones, Chih-Yeu Lu and 


sidowsk 


Serial 33 
Project 10 
50 Cents 


Serial 34 
Project 5 
50 Cents 


Serial 35 
Project 12 
50 Cents 


Serial 36 
Project 13 
$1.00 


Serial 37 
Project 17 
75 Cents 


Serial 38 
Project 14 
$1.25 
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PRICES OF ELECTROPLATING SUPPLIES 








Anodes 
COPPER 
Cast elliptical, 18 inches or longer, 5000 lb 
Electrodeposited......... 
BRASS, 80-20, ball anodes, 2000 lb or more. . 


ZINC, ball anodes, 2000 Ib lots. 
(for elliptical add 1¢ per lb) 


NICKEL, 99 pct plus, rolled carbon per |b. . 
(rolled depolarized add 3¢ per |b) 
CADMIUM per lb... 
TIN, ball anodes, per |b 
(Cents per lb. unless otherwise stated, freight allowed 
in quantity) 


44.00 
16.00 


. $1.0225 


Primary Metals 
GOLD, U.S. Treas., per oz....... 
INDIUM, 99.9 per cent, per troy 0z......... 
LEAD, New York, cents per lb. 
PALLADIUM, per troy oz 
PLATINUM, per troy oz... . .862 to 870 
RHODIUM, per troy oz............... $120 to $125 
SILVER, New York, cents per troy oz. . . 88.625 


$2.25 


Chemicals 
BORIC ACID, 100 lb bag 
CADMIUM OXIDE, 100 lb drum per lb. 
CAUSTIC SODA, 100 Jb drum N. Y.... 
CHROMIC ACID, flake type, 100 lb drums 
COPPER CYANIDE, 100 lb drum 


COPPER SULFATE, 100 lb bags, per cwt. .. 
NICKEL CHLORIDE, freight allowed, 300 Ib. 


NICKEL SULFATE, 100 |b. 


POTASSIUM CYANIDE, 100 lb drum N. Y... 


POTASSIUM STANNATE, 
drums.... 

ROCHELLE SALTS, 250 Ib. 

SODA ASH, 100 lb.... ney 

SODIUM CYANIDE, domestic, 
200 lb drums. . 

SODIUM STANN ATE, 100 to 600 ) Ibs 

ZINC CYANIDE, 100 |b 

ZINC OXIDE, American process, lead free, 
100 to 500 Ibs 


100 to 300 Ib 


(Cents per lb, f o b ai point shipped) 


Prices in effect July 11, 1958 


These prices, while derived from authentic sources, may be expected to vary by geographic location, quantity 


purchase, FOB and other terms, market influences and variations. 
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Charter presentation on June 25 marked the affiliation of the Metal Finishing Association 
of Southern California with the National Association of Metal Finishers. From left, 
Harold E. Coombes Sr., Crown City Plating Co., El Monte; Meeting chairman Walter P. 
Behlendorf, Spence Electro Plating Co., Los Angeles; NAMF president, George W. 
Taylor; Harold E. Coombs Jr., Crown City Plating and 1960 NAMF convention co- 
chairman. 


METAL FINISHERS ORGANIZE organization effort was due mainly to the 
IN SOUTHERN CALIFORNIA efforts of NAME board member Harold 
Fifty-tive Southern California metal E. Coombes, Crown City Plating Co 
finishing concerns were represented at a El Monte and Walter P. Behlendorf 
recent charter meeting of a new regional Spence Electro Plating Company, Los 
association of the National Association of Angeles, who acted as meeting chairman 
Metal Finishers in Los Angeles. The new George W. Taylor of Adel, Georgia 
group will be known as the Metal Finish- NAMEF president, presented the new group 
ing Association of Southern California with its national charter, assisted by 


According to a NAMF report, the local Executive Secretary Peter Kovatis. Mr 


Taylor, president of Production Plating 
Co., Adel, Georgia and D&L Plating Co., 
Carrollton, Georgia, spent three days in 
Southern California conferring with owners 
and operators of job plating shops. 

He underscored the “great need for the 
job shop plating industry to get the proper 
recognition” for their pressing problems 
On the subject of Government competi 
tion, the metal finishing leader cited in 
stances in many areas of the country, 
including California, where prime and sub 
contractors were “abusing SBA regula 
tions.” 

Phe local NAMF affiliate will play host 
to the 1960 convention of job shop owners 
at the Statler Hilton Hotel where prelimi 
nary arrangements for the conclave were 


firmed up rec ently 


NACE NORTHEAST REGION 
TO MEET IN BOSTON 

Forty papers on corrosion will be pre 
sented at the Northeast Region Meeting 
of the National Association of Corrosion 
Engineers. The meeting will be held in 
Boston, Mass., October 6-8, 1958. 

The papers will be presented in seven 
symposia. There will be two sessions each 
for three of the symposia, Theory and 
Principles of Corrosion Marine Corrosion 
and Cathodic Protection. 

Members of technical committees will 
meet and exchange information on how to 


soly e the ir common corrosion problems. 


Backed by 57 Years of Specialization 


je long fe) wal, ic) 


io] Sk ale). t- 


Technological knowledge acquired through many years 
of experience, plus special processes and equipment, 
assure the high quality of our Rhodium Plating Solutions. 


Recommended for contact surfaces of switches, wave- 
guide parts and other electrical applications, such as 
printed circuits...Can be applied in extremely heavy de- 
posits, up to 100 milligrams per square inch. 


Rhodium plating provides the advantages of whiteness, 
lustre and corrosion resistance of a precious metal. 


Consult our staff about your plating problems. 


SIGMUND COHN MFG. CO., INC. 


121 SOUTH COLUMBUS AVENUE + MOUNT VERNON NEW YORK 
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FOUR HONORED 

BY ASTM 
John L. MeCloud, formerly manager of 
manufacturing research of the Staff Manu 
facturing Engineering Office of the Ford 


Motor Co 


sulting editor of Metal Progress magazine 


retired) and currently a con 


was one of four men honored June 24 when 
he was presented with a certificate of his 
election to Honorary Membership in the 
American Society for Testing Materials 


Chis presentation was made during the 


certificate of Honorary Membership. 
Professor Ball was graduated from 
M.I.T. in 1906 with the SB degree in 
He joined the 
faculty of Lowell Technological Institute 


mechanical engineering. 


and retired in 1955 after 49 years of con- 
tinuous service He was head of the 
textile engineering department and later 
chairman of the Division of Engineering 
at the Institute. Prof. Ball served as act- 
ing president of the Institute for several 
months in 1945-46 during the absence of 


of techniques with Britain, the United 
States, and Canada. 

During World War II, he was known for 
the development of “Morrow” steel and 
was technical advisor to the Government 
Steel Controllers. He was largely re- 
sponsible for the organization of the 
Canadian Ordnance Association, later the 
Canadian Industrial Preparedness Associ- 
ation, of which he was a director and is 
now president. 


Truman S. Fuller, formerly engineer in 


6Ist Annual Meeting of the Society at 
Boston, Mass 

John Lansford McCloud is a native of 
Detroit, Mich., and a graduate of the 
BChE, 1913 


He was employed by Ford from 1915 until 


the then President Kenneth R. Fox. charge of the Works l aboratory General 


Electric Co.., 
consultant, received Honorary Member- 
ship in the ASTM 

A native of Saratoga Springs, N. Y., he 


was graduated with a BS in chemistry 


Prof. Ball has been active in the affairs and currently metallurgical 
of the American Society for Testing Ma- 
terials since 1929. He has served as a 
Lniversity of Michigan member of the executive committee, vice 
president and president of the society and 


his retirement in 1956 on Various other committees of the organi- 


; / from Syracuse University in 1911. He 
He is a member of the American Chemi zation 
cal Society, American Society for Metals 


life member 


joined GE as a chemist at the Edison 
Lamp Works, Harrison, N. J 


was transferred to the GE 


Honorary Membership was conferred Later he 
the Engineering Society of upon James G. Morrow, metallurgical Resserch 
Detroit, Society of Automotive Engineers engineer of Steel Company of Canada, 


Institute of Metals, Society of Chemical Ltd 


Industry 


metal- 
lurgist In 1938 he entered the Works 


J Laboratory in Schenectady as 
He began his work at that company 


American Institute of Chemical 
Electro 


as assistant chemist, becoming successively 


Engineers and the American chief night chemist, inspecting engineer, Laboratory as engineer of materials and 
platers’ Society and metallurgical engineer five years later became assistant engineer 


Since his retirement from the Ford Mir. Diarsow’s Gecknteel enscsiitions of that division 
Mr. Fuller was appointed engineer in 
charge of the Works Laboratory in 1945 


and continued in that position until his 


Motor Company, he has become a con have been varied. In 1917 he became a 
sulting editor for Metal Progress 


Herbert J sall 


textile engineering at the Lowell Institute 


member of the Canadian Standards Asso- 
former professor of ciation and was appointed chairman 


He wor ked 


for many years to bring about unification 


which post he held until 1936 retirement in 1953. Since that time he has 


of Technology, also was presented with a acted as metallurgical consultant 





THE NEW 


MACARR 


SULFATE CURRENT 
TEST SET INTERRUPTER 


with ah MODEL CIAC 


ELECTRIC 
CENTRIFUGE 


. determines sulfate content in a chromium plating 


The 


KOCOUR 


Interrupts voltage to main line 
starter of rectifier feeding cur- 
rent to plating tank, where 
interruption is desired. Ca- 
pable of handling rectifiers 


bath . . . directions are easy to follow . . . no calculations 


. readings are directly in ounces per gallon. 


with capacity ranges from 


500 to 10,000 amps. 
TYPE CIDC 


necessary 





ling piloting — Interrupts current using auxiliary DC switch 
=a an hardening of proper capacity for interruption at bus-bars. 
ing ~ sade for your Models available from 250 to 1500 amps DC: 
prov! 


MODEL CIDC-250 
MODEL CIDC-500 
MODEL CIDC-1000 
MODEL CIDC-1500 


SEND TO DEPT, P FOR COMPLETE INFORMATION 


MACARR, INC. 


2543 Boston Road, Bronx 67, N. Y. OLinville 3-3306-7 
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Specify KOCOUR test sets {rom your supplier. 
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DR. D. GARDNER FOULKE 
Manager, Electrochemical Development 
Hanson-Van Winkle-Munning Co 
Matawan, New Jersey 


Copies of patents may be 
obtained by writing to Com- 
missioner of Patents, Washing- 
ton, D. C. Price 25 cents each. 





No. 2,819,192, 1758 Aluminum Treatment——J. Young 


issignor to bk. 1. duPont de Nemours and Co., Wilmington, Del 


\ method is described for forming an oxide film on an alumi 
num surface by exposing to a 0.1 to | per cent aqueous hydrogen 
peroxide solution at a pul of 10.5 to 1L.5 One claim discloses 
the use of 1.0 per cent sodium perborate at a pH of 11.0 


10 claims 


No. 2,825,684, 3 458—Bright Copper Plating—C. Wernlund 
assignor to F. 1. duPont de Nemours and Co., Wilmington, Del 


A dual brightening agent for cyanide copper plating is de 
scribed as containing 0.612 to 6.12 g 1 of metallic selenium (ox 
ide, selenous and selenic acids, ete.) and a soluble compound of 
a metal (Cd at 0.007 to 7 gl Bi at 0.002 to 0.05 ¢ | and silver 
0.008 to 1.62 ¢1 


 « laims 


No. 2,827,430, 3 18.58—Plating Rack—\V. MeGibbon, et al 
assignor to Lukens Steel Co., Coatesville, Pa 


A plating rack for heavy workpieces is described 


9 claims, figure 


No. 2,828,251, 3/25/58—Electrolytic Cladding—-MI. Sibert 


and J. Burwell, assignors to Horizons Titanium Corp 


A method of plating Ti, Va, Hf, Zr, Ta, and Cb, on a base 
metal consists of plating out of a molten halide bath 


> claims 


No. 2,828,252, 3/25/58 —Electrodeposition of Bright Zine, 
Copper or Nickel—-F. Fischer, assignor to Deutsche Gold- 
und Silber-Scheideanstalt, Frankfort, Germany 


The addition agent is described as at least 0.5 g/l of a con- 


densation product of an unsaturated aldehyde (acrolein and its 


alpha substitution products) and urea of the formula 


wherein R, consists of O, S, and imin radicals. BR. and Ry; are 
H, alkyl, alkenyl, aralkyl and acyl groups of saturated and 
unsaturated acids 


12 claims 


AUGUST 1958 


No. 2,828,254, 3/25/58 —-Forming High Friction Element 

| Fahnoe and J. Shyne, assignors to Vitro Corporation 

Verona, N. J 

By electrophoresis a particle matrix of nickel or copper oxides 
is laid down followed by a friction material (molybdenum disili 
cide or alumina then heating in a reducing itmosphere 

> claims 
No. 2,828,255, 3/2558 -Plating Apparatus—I:. Gempes 
wssignor to Wurttembergische Metallwarenfabrik, Geislingen 

(sermany 

An apparatus for producing locally thickened electrodeposits 
is described. See also No. 2.828.256 with 1 claim 


l claim, figure 


No. 2,829,035, 4,158—Bufling Composition—S. Doughty 
and Ellsworth T. Candee, assignors to The Lea Mig. Co 
Waterbury, Conn 
Phe composition consists of LO to 60 per cent grease selected 

from the group consisting of higher fatty acids, their glycerides 

ind their ester waxes, and from 30 to 80 per cent by weight of a 


finely divided abrasive, said grease having intimately dispersed 


therein from L to 15 per cent by weight of a non-ionic surface 


active emulsifying agent selected from the group consisting of 
condensation products of alkylene oxides and fatty acids con 
taining 12 to 18 carbon atoms, condensation products of alkylene 
oxides and fatty alcohols containing 12 to 18 carbon atoms 
condensation products of alkylene oxides and rosin acids, con 
densation products of alkylene oxides and partial esters of hexitol 
mhvydrides and fatty acids containing 12 to L8 carbon atoms 
condensation products of alkylene oxides and amides derivatives 
f hydrogenated tallow fatty acids, condensation products of 
alkvlene oxides and alkyl phenols condensation products of 
ilkylolamines and fatty acids containing 12 to 18 carbon atoms 
condensation products of polyoxypropylene and ethylene oxide 
glycol esters of fatty acids containing 12 to 18 carbon atoms 
partial esters of hexitol anhydrides and fatty acids containing 
12 to 18 carbon atoms, glycol esters of rosin acids, and partial 
esters of hexitol anhydrides and rosin acids, said composition 
being characterized by emulsifying readily in water to form an 
emulsion in which the abrasive particles are grease-coated and 
stably dispersed in the aqueous phase 


11 claims 


No. 2,829,077, 4/1/58 —-Galvanizing Flux——D. Speed, assignor 
to FE. I. duPont de Nemours and Co., Wilmington, Del 
The flux consists of a material selected from the group ammo 
nium chloride, zine chloride and zinc ammonium chloride and the 
condensation product of oleyl aleohol with about 10 moles of 
ethylene oxide (0.02—0.5 g/100 g of flux 


> claims 


No. 2,829,091, 4,1/58-— Electroplating Titanium —Leo Missel 
assignor to Menasso Mfg. Co., Burbank, California 
Immerse in 0.5 to 20 per cent by weight of HF and 15 per cent 
to saturation of a chromium compound selected from chromic 
wcid and its salts then electroplate in a plating solution 


9 claims 


No. 2,829,092, 41/58 -Manufacture of Aluminum Alloys 

J. Andrieux, et al., assignors to Society d’Electro-Chemie 

d’Electrometallurgie, Paris, France 

fo make aluminum-—calcium alloys electrolyze calcium 
iluminate dissolved in an alkali metal, alkali earth or magnesium 
molten halide bath 


8 claims 


No. 2,829,097, 41.58 —Electropolishing Molybdenum — | 
Bowerman and E. Saubestre, assignors to Sylvania Electri: 
Products Co., Mass 


The method describes making the molybdenum the anode 


Rol 





a H,SO,-HC1 electrolyte present in the volume per cent within coatings subject the coated metal to a plurality of immersions 
the defined area of a ternary diagram, water—-H,.SO,-HCI of substantially the same period of time in an aqueous acid bath 
See also No. 2,829,098 describing the electropolishing of nickel containing hydrogen ions and hydrogen potentially available for 


> 


with a sulfuric acid—hydrochloric acid electrolyte (5 claims ionization and dissociation in amount from 0.2 to 0.9 per cent 

9 claims by weight of solution, copper ions and copper potentially avail 

able for ionization and dissociation in amount at least about 

No. 2,830,014, 4/8/58--Electroplating Process—W. Gundel 0.05 per cent by weight of solution, and fluoride ions and fluorine 

W. Strauss, and H. Haas, assignors to Dehydag, Deutsche potentially available for ionization and dissociation in amount 

Hydrierwerke G.m.b.H., Dusseldorf, Germany from about 5 to 18.2 per cent by weight of solution, said solution 

Phe electroplating bath for copper, zinc, and nickel consists having a pu not in excess of about 2, said bath dissolving the 

n acid solution of at least one inorganic salt of the metal coating metal at a pre-determined rate per immersion period and 

electrodeposited and from 0.01 to 20 g/l of a sulfonic acid providing a loosely adherent deposit of copper on the coating 

ind having a structural formula selected from the group metal and a firmly adherent deposit of copper on exposed ferrous 

metal, rinsing said coated metal after each immersion to stop the 

R—S—Rh,—S03H dissolution action by said bath and removing loosely adherent 

copper deposit formed during each immersion, and continuing 

K—Y—S—R,—SO03H said cycle of operations until a firmly adherent copper deposit is 

and their alkali metal salts, wherein K is selected from the group provided on said ferrous metal, the uniformity of said coating 

consisting iydrogen, acyclic hydrocarbon radicals and cyclic being determined by the presence simultaneously of loosely 

non-heteroeyclic hydrocarbon radicals, Ry is a lower alkylene adherent and firmly adherent copper deposits and the thickness 

radical, and Y is selected from the group consisting of lower of said coating being determined for any given area thereof by 

alk ylen CSNH CSNH—pheny! LO US multiplying the number of immersion periods necessary to form 

and —SO a firmly adherent copper deposit times said predetermined dis 
16 claims solution rate 


9 claims 
No. 2,830,015, 4,8.58-—-Chromium Plating—L. W. Raymond 


assignor to Superior Plating Co., Connecticut coke 
No. 2,830,936, 4/15.58—Separating Plutonium Values 


A Wehl, assignor to S.A AE. 
Electrolyze an aqueous solution containing plutonium and 
0.1 to 1.0 N in HINO; at 1 ma to 1 amp sq em at 10 to 60C using 


metallic electrodes inert to the solution 


\ porous chromium ts claimed by electrolyzing a 150 to 600 
¥ 1 CrOs bath containin ulfate 1:150 to 1:80) at a e.d. of 12 
amp /sq in. on the basis of a e.d. temperature curve shown 
7 | 


>» claims fimure 


No. 2,830,881, 4/15/58—Treatment of Material—H. Wittrock 1 claim 
assignor to Kaiser Aluminum and Chemical Corp., Oakland 
Calif No. 2,830,940, 4/15,58—Production of Metals 


lo determine the thickness of aluminum and aluminum alloy assignor to Monsanto Chemical Co., St. Louis, Mo 
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ANODIZING RACKS - Titanium Tipped "A Flexible and 
for FEWER REPAIRS + LONGER LIFE + LESS COST . a aie 
Resilient Buff 


for Flat or 
Irregular Surfaces” 


FORMAX 


é ZIP-TIP 
# BUFFS 
The radial segment construction of the Zip-Tip Buff 
permits it to perform equally well on flat or contoured 
surfaces. The cross-cutting movement of the spoke-shaped 


segments prevent work streaking while it breaks up 
straight-line patterns on the surface. 


_ ee a 
(Seema 


OVER 3000 STANDARD DESIGNS 
or CUSTOM DESIGNED FOR ANY APPLICATION 


With highly acid-resistant titanium tips, Dovies plastisol coated 
anodizing racks require only about 1/7 the number of repair jobs needed 
by all-cluminum racks. One customer, in three months time, saved nine 
times the additional cost of the titanium tips 

For dependable and economical anodizing racks and ENGINEERED 
rocks for all types of plating, order today from Davies — largest rack 


® Zip-Tips areavailableinawide © Zip-Tips are extra thick and 
variety of all cloth constructions provide wider buff faces with 
—also combinations of cloth 


end sisal greater compound retention 


® Zip-Tips are made of heavy- apap. 
duty, bias-cut materials 
mounted on ventilated steel 
centers. 
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—require no raking. 
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Phe deposition of titanium from a molten halide bath is 
described 


} claims 


No. 2,830,942, 4/15/58—Electrocleaner for Brass —K. Elliot 
Oreland, Pa 
Brass may be cleaned cathodically in a solution containing 
> to 15 parts of glucose, 2 to 10 parts of sodium metasilicate and 
an amount of caustic soda equivalent to 15 to 25 parts of sodium 
hydroxide 


16 « laims 


No. 2,830,946, 415/58 — Electroplating Apparatus —-W. Plead 
well, Buffalo, N.Y Charles T. Walker 


Claim 1 states: “In an electroplating apparatus, including e 
a tank for containing an electrolyte, a work basket in said tank Here cad fe 
for the articles to be plated and pivoted to swing relatively to (4 es CASON Jack Lawson 
said tank, about an axis extending lengthwise of said basket 


approximately midway between the sides thereof, said basket Why the Wise Buyer 


having a bottom formed of two perforate panels extending length 


wise of the same and arranged at a re-entrant angle to each chooses 


other, the sides of said basket being spaced at a greater distance 


from said axis than the distance between said axis and said “ 4! 
bottom, mechanism for oscillating said work basket about it PAQSPHOR- BRITE 
ixis through an are located mainly below said axis, and an anode 

irranged above said basket and mounted to swing about a sub 

stantially horizontal axis extending substantially parallel to the Rolled 


wis of said work basket, mechanism mounted on said tank 


for swinging said anode in an are about another substantially 
horizontal axis arranged mainly above said axis of said anode 
2 claims, 6 figures 


No. 2.831.803, 422 58-—-Electrodeposition of Alloys—-W 


Waterman and \. Gripp, assignors to Vandervell Products 
Ltd., London, England 
lo deposit lead-indium allovs use water-soluble salts of the 





metals and a controlling agent consisting of water soluble salts 

f ethylenediaminetetraacetic acid, propylenediaminetetraaceti« la 

iid, and cyclohexane-1,2-diaminotetraacetic acid. The improve 

ment consists of using enough hydrazine to minimize oxidation ACID BATAS 
when insoluble anodes are used ° 


haee Uniform color 
1 22 58 Improvement of Soils—J. ¢ ollopy 
Collopy Electro-Soil Co., Phoenix, Ariz No “bagging” or diaphragms 
\ process for stimulating plant growth and 
crop yield in soils of agricultural quality, comprising Practically eliminates sludge and copper build-up 

the steps irrigating the soil with suflicient quantities of wate: 
to satisfy the normal demands of the crop planted therein, and Smoother and denser deposits with minimum treeing 
cotempr veously subjecting the root zone of said crop to ele¢ 
tro-osmosis, electro-phoresis, and electro-chemical reaction t Better anode corrosion than ever before 
substantially reduce the content of vegetation harmful sodium 
salts without materially lessening the calcium content therein by Faster deposition for constant amount of current 
applying a direct current electrical potential between anodes and 
cathodes thrust into the soil adjacent the opposite borders of Reduction in acid replacement and additives 
an area thereof to be treated, the depth of penetration of said 


anodes and cathodes being sullicient to cause penetration of said Less carbon treatment 
electrical potential at least to the depths of said root zone 
claims figures . 
$ claims, © gut The bath just lasts longer 
No. 2.831.808, 22 58—Rack—G. Esseff, et al, Fort Bely oir 
Va 


A rack for supporting articles to be treated in a chemical bath 


1s described UNIVERTICAL 


» claims FOUNDRY AND MACHINE COMPANY 
14841 Meyers Rd. BRoadway 3-2000, Detroit 27, Mich 


Write for details on how you can obtain a test 
supply sufficient to fill one tank. 


No. 2,831,814, 4/22/58—Pickling Metals—Allan Chester and mn ae ; , Producers of Rolled —Cast and 


J. Irvwin, assignors to Poor and Co., Chicago, Il ' ae Forged High Purity Anodes — Nickel 
: . . . . — Copper — Zine — Tin — Lead — 
lo a6 to 20 per cent sulfuric acid bath add sodium ferrocyanide —_———— Cadmium and Brass 


and sodium thiosulfate, the quantity of thiosulfate being suffi Virgin Metals Used Exclusively 


cient to liberate 1 to 8 parts of colloidal sulfur 5000 parts of 
H.SO, and the ferrocyanide being 1.5 to 10 times the thiosulfate 


11] claims 
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Two of Hampshire's key executives and 
some of the “Striplings’’ who will repre- 
sent them during the Summer months. 
(Standing) Pres. John J. Singer, Robert E. 
Jensen, Richard A. Drossler and Vice Pres. 
Alfred A. Lawrence. (Seated) Fred W. 
Lyons Jr., Charles R. Schroeder and Eugene 
Kay. 


HAMPSHIRE CHEMICAL CORP. 
FORMED BY DEWEY 
Announcement of the formation of the 
Hampshire Chemical Corp. has been made 
by Bradley 


board The new company will research 


Dewey, chairman of the 


produce and market a new group of 
chemical specialties, including nickel and 
copper stripping compounds. The corpor- 
ation’s new plant occupies a 20-acre rail 
site along the Merrimac River on Route 3 


in the southern outskirts of Nashua, N. H 
Dr. John J. Singer of Westboro, Mass 
Mark Weisberg of Provi- 
dence, K. 1. is vice president in charge of 
Alfred A 
Mass vice 


Already well under construction, Hamp 


is president 
research Lawrence of Win 
chester president sales 
shire Chemical’s new home consists of one 
of the most modern and efficient medium- 
sized chemical plants in New England 
t p-to-the-minute equipment, research fa 
cilities, extensive reserve capacity and 
ample space for expansion give it the pro 
duction volume already being demanded 
by a growing list of customers 


Bradley Dewey has been a nationally 
known figure in industry for many years 
He founded Dewey & Almy Chemical Co 
and shortly after retiring at the age of 65 
founded Bradley Container Corporation 
whic h Wiis sold two years ago to Americ an 
(an Co He 


degrees and has been president of the 


holds several honorary 


American Chemical Society 

Dr. Singer, in his middle thirties, was 
formerly president of the lL nited Chemical 
Corp of New 


R. I He has also been associated with 


England in Providence 


Versenes, In 
cal Co 


and the Bersworth Chemi 


864 


Mark Weisberg, a graduate in chemistry 
from Tufts College is 
throughout the 


widely known 
chemical world for his 
chemical product discoveries and process 


founded the Alrose 


Chemical Co. (now a Geigy subsidiary 


cle velopments He 


along with several other successful chemi- 
cal operations. He has been head of his 
own research and consulting laboratory in 
Providence, and was previously active in 
Lt nited Chemical Co. of N. E. with John 
Singer. He has just completed two terms 
as chairman of the Rhode Island Section 
of the American Chemical Society 

Alfred A. Lawrence, who directs Hamp 
shire Chemical’s sales and marketing ac- 
tivities, was connected with Dow in sales 
capacities for about 18 years. For years 
he has been Dow's Boston and New Eng 
land sales manager. Mr. Lawrence is well 
known as an authority on chemical sales, 
marketing and distribution. He organized 
and is a past president of the Chemical 


Club of New England 


B. Dewey J. J. Singer 
Hampshire's summer sales force con- 
sists of seven college chemistry students 
who will cover electroplating plants 
throughout the country to introduce and 


Ni-Plex 


shire’s stripping bath for removing nickel 


stimulate the sale of Hamp- 
from basis metals 

Aptly named ‘Striplings,” the seven 
young men selected are the result of inter- 
viewing over 50 interested applicants from 
the country’s leading colleges and uni- 


\ ersities 


ALLIED RESEARCH RELOCATES 
CENTRAL SALES OFFICE 

J. Albert Cairns, vice president-sales of 
Allied Research Products, Ine., 
nounced that the company’s Central Dis- 
trict sales offices will be located at 400 
Midland Avenue, Detroit 
were formerly located at 700 E. Atwater 
Street. L. J. 


manage! 


has an- 


These ‘ iffices 


Camill is district sales 


- 


NEW GRAVER DEPARTMENT TO 
HANDLE CHEMICAL PROCESSING 





A new chemical process department 
formed within the company to handle its 
expanding program 
of liquid treatment 
applications, has 
been announced by 
the Graver Water 
Conditioning Ce 
216 West Itth 
Street, New York 
11, N. ¥. Noel S 
Chamberlin, well 
known chemical 

N. S. Chamberlin ett medibpens 

appointed manager 

Phe new department will be responsible 
for the application of unit process opera- 
tions to the processing, purification, sepa- 
ration or recovery of products used and 
These 


unit operations include ion exchange, sedi- 


produced by a variety of industries 


mentation, filtration and flotation 


Graver unit operations will be available 
for any process requiring liquid-solids 
separation, whether the solids are sus- 
pended or dissolved and whether they are 
organic or inorganic. 

Graver’s research and development fa- 
cilities will play a prominent role in the 
operations of the new department. Re- 
search and development are particularly 
important to chemical processing because 
of the many applications to which unit 
operations can be put and also because of 
the large field which will be served. Since 
its recent integration with Union Tank 
Car Company of Chicago, Graver has at 
its disposal the largest resources in the 
liquid treatment industry for chemical re- 
search and engineering development. In 
addition, the company has a history of 
over 50 years successful experience in its 
field 

Noel s 


selected to head the department, brings to 


Chamberlin, who has been 


his work a wide and varied background of 
27 years experience in the practical and 


theoretical aspects of chemical pro essing 


He has extensive knowledge of practical 


plant operation and liquid treatment 
problems in general. He served for many 
years as consultant with a leading chemi- 
eal processing company and also with a 


prominent consulting engineering firm 


H-VW-ME DOUBLES 
RESEARCH PROGRAM 
Hanson-Van Winkle-Munning Co. has 


more than doubled its investment in re 


PLATING 





presidents appointed to head them are: 
chemicals, Edward Block; metals, Jess E 
Williams; packaging, Robert H. Evans; 
and energy, Carroll Copps 

Mr. Copps joins Olin Mathieson from 


Atlas Powder Co. where he was senior 


Russell Hopkinson, who formerly headed 
the organic chemicals division, has been 
appointed corporate vice president for 


commercial development 


vice president, a director and a member of 
the executive committee CHURCHILL HAS 
As head of the new chemicals division, DETROIT SALES OFFICE 

Mr. Block will be in charge of industrial, The George R. Churchill Co., Inc 

organic, agricultural and phosphate chemi- 3ingham. Mass.. has established a Detroit 
search and development during the cur- cals operations, formerly independent sales office and warehouse to handle the 
rent recession. divisions 
Several key personnel have been added Mr. Williams, formerly vice president 


: ely a ‘ as » George R. Churchi 
in connection with the continuing expan- and general manager of Olin Mathieson’s Known as the veorge KR hurchill 


company’s line of finger buffs, 


sion program, and further staff additions Western Brass division, becomes respon- Sales Co., the new organization wil be 
reportedly are imminent. Included in the sible for all metals activities, including the managed by James E. Lekander, for- 
program are complete reorganization of company’s new aluminum fabricating merly of Wagner Brothers, Inc Offices 
the engineering staff, which is now nearing operations are located at 
completion, expansion of H-\ W-M’s elec- 
trochemical laboratory and the building 


and stalling of electrical and mechanical ILLINOIS WATER TREATMENT CO. 
laboratories 840 CEDAR ST., ROCKFORD, ILL. 


Additional electrochemical laboratory CANADIAN DIST.: Pumps & Softeners, Litd., London, Ont. 
canis : f NEW YORK OFFICE: 141 E. 44th St., New York 17, N.Y 
facilities are designed to broaden the com ; 


18055 James Couzens. 


pany'’s activities in electroplating and 
other metal finishing processes, with con- 


tinued emphasis on nickel-plating proc- 


esses 


The mechanical laboratory is charged 10 
with development of new automatic plat- FOR 


ing equipment, especially of low-cost 
medium- and light-duty types. It is in- WASTE 
tended also to further the development of 
automatic load and unload devices, par- 


Snalinthy nein te tngencad scendion- TREATMENT AND RECOVERY 


tion with existing automation 


Intensified development of rectifiers and © F META LS eee 


a major move into the field of control 
engineering are first-priority objectives of The ion-exchange process has proved 
the new electrical laboratory. Contem- extremely successful and economical in 


plated in particular are development of some important plating operations. 


rectifier controls and controls for auto Wastes can be treated to reduce their 
mated plating systems volume, eliminate toxicity, and recover 


pure water. Chromic acid and precious 


OLIN MATHIESON 
INTEGRATES DIVISIONS 


Olin Mathieson Chemical Corp. has 


metals can be recovered from rinse 
waters. Aluminum can be removed from 
anodizing solutions. De-ionized water 


completed its integration program which eliminates rinse and make-up troubles 


consolidates the company’s operating caused by impurities. We have 


units into seven industrial divisions pioneered in the ton-exchange 
Eleven former divisions have been field — let us advise you 

integrated into four new divisions while on your problems. 

the Squibb Winchester-Western and 

International divisions continue — their 


present organization structure 


The four new divisions and the vice 


is ee 
eR 
a Se 


E. Block J. E. Williams OE Te + OFFICIAL U.S. AIR FORCE PHOTO 
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KUSHNER ELECTROPLATING 
SCHOOL MOVES TO EVANSVILLE 


Dr. Joseph B. Kushner, director of the 
Joseph B. Kushner Electroplating School 
of Stroudsburg, Pa 
announces that 
effective August 
10, 1958. the school 


will move to new 


r 


larger quarters in 
Evansville, Ind 
address 


Joseph B 


Kushner Electro 


The new 


will be 


plating School, 2509 
Washington Ave 
Evansville, Ind 


Dr. J. B. Kushner 


Evansville, approximate geographical 


population center of the L. S., is conveni- 
ently located to the large metal finishing 
centers of the Midwest, the East and the 
West and being 


school to 


there will permit the 
give faster mail service to stu 


dents in all parts of the country. 


upgrade men and women in the metal 
finishing industry with its Electroplating 
know 


from its new Indiana address 


How Course, by correspondence, 
The school 
will also continue to make available his 
Water and Waste Control and other metal 
finishing text-manuals, as well as testing 
instruments and trouble shooting charts 
for platers. Because of the more conveni- 
ent location, Dr. Kushner will be available 
for personal engineering advice and coun- 
sel to the industry, on plating and metal 
finishing problems. 


FINISHING PUBLICATIONS 
NOW METALS AND PLASTICS 
Finishing Publications, Inc., has changed 

its name to Metals and Plastics Publica- 
According to Thomas A. 
general 


tions, Inc. 
Prumbour, manager, the new 
name more accurately reflects the scope 
of today’s metal finishing industry. 
Metals and Plastics Publications, Inc., 
was Metal Industry Publishing Co., Inc., 
from the time it was founded in 1903 until 


and Metal Finishing Guidebook Directory, 
would continue to pursue the same edi- 
He said 


no other changes were contemplated at 


torial and advertising objectives 


this time. 

Metals and Plastics Publications’ head- 
quarters is at 381 Broadway, Westwood, 
N.J., with offices at 35 East Wacker Drive, 
Chicago 1, Ill, and 219 West Seventh 
Street, Los Angeles 14, Calif 


ATLAS POWDER HAS 
NEW TECHNICAL CENTER 
Atlas Powder Company dedicated its 
pew Technical Center in a short ceremony 
on May 25 at the company headquarters 
in suburban Wilmington, Del. The 
$3,000,000 facility, located next to the 
office 
opened three years ago, will house the 


company’s general which was 
company’s basic research and chemical 
product development activities. 


Atlas Ralph K. Gottshall 


President 


told the employes and guests that the 
lhe school 


under license from the Pennsylvania De- 
partment of Public 


which has been operating 1947, when the name was changed to Technical Center is essential to the con- 
tinuing growth of the company. He 


explained that the company decided to go 


Finishing Publications, Inc. 
Instruction for the Mr. Trumbour stated that the com- 


past ten years, will continue to train and 


pany’s two publications, Metal Finishing ahead with its expanded research and 


spite of the 
present recession because it was essential 


development program in 





to the company’s progress. 


COURSES IN ELECTROPLATING 


Tuition Fee 
Per Course 
Instructor Semester Length MOVES TO NEWARK 
Walter Kellerman 12 wks ees , 
David Titmouse kr. ¢ Kent Corp., 
subsidiary of Bart Manufacturing Corp., 


KENT, BART SUBSIDIARY, 


City School 
British Columbia : 
recently acquired 
Brooklyn, N. Y. Brooklyn Evening 

ech. High School Louis Serota 
Illinois Institute of 
Pechnology J.M 
Cleveland John Jay High 
School S. L. Jackson 
J. A. Zehnder s wks. 


None 18 wks. 


has moved from Irvington, N. J. to a new 
Chicago, Il 


isle a0 i eke larger plant in Newark, adjacent to the 


parent company’s main plant 


Kent is a 45-year-old manufacturer of 


Detroit Mumford Hich tube-bending and forming Bart is en- 
School 
Purdve University 
Extension Dr. 
L niversity of Calif 
Extension Divi- 
sion M. Raskin 27 wk. 
New Haven College E. F. Foley, Jr wks. 
Various Plants and 
Laboratories F. J. LaManna wks 
Temple University Dr. S. Heiman 5 wks 
lech. Institute 
Central Senior High 
School 


John Strandburg : 5 wks. gaged in precision electroplating and cus- 


Indianapolis tom electroforming, and is a leading manu- 


‘ , c A. M. Max S45 wks. facturer of centrifugal pumps for corrosive 
soliton eae : services Sart also electroplates pipe, 
sheet metal and fitting, and undertakes 


New Haven 


engineering and research projects in the 
Ne wark 


electroplating field 
Philadelphia, Pa 


Kent's new plant will house its sales and 
engineering staffs as well as manufacturing 
Providence 


Attlel facilities 
eboro 


Omer Jette 
J. Fogarty 
J. Castriotta 
St. Joseph Valley Dr. H. J. Wiesner 
St. Louis Hadley Technical 
High School Dr. Otto C. Klein 
Trinity University W. P. Wisdom 
John O'Connell 
Tech. H.S 
Palo Alto High Sch 
Palo Alto, Cal J. A. Pope 
Central Technical 
High School AR 


None PENNSALT TO MOVE CORROSION 


ENGINEERING ACTIVITIES 

In anticipation of increased production 
cen Antonio and sales of its corrosion resistant products 
San Francises 


—— for the construction and industrial mainte 


nance markets, Pennsalt Chemicals Corp. 
will move the sales department and re- 
Canada 


search and development activities of the 
Moores 


$15-non-res 


‘eee corrosion engineering department to the 
> o-city res. 


vansville, Ind. Jos. B. Kushner 
le troplating School, 
2509 Washington Ave 
Corresp ( 


Natrona, Pa. plant in September 
Manufacturing, sales and development 

activities will all be centered in Natrona 

under the direction of Robert R. Pierce, 


currently manager of the corrosion engi- 


ourse) Jos. B. Kushner $150 £ mos. 


to 1 yr. 
correct so far as could be ascertained at press time. 
Possible changes and additions will be published in subsequent issues. 
> f rie 
Prospective students are urged to verify courses prior to making definite plans. 


The above listings were 
neering department and veteran of 16 


years of plant, technical service and sales 








management. 
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TITANIUM CHEM MILLED FOR MISSILES 

First chemical milling on titanium for missiles was produced 
recently for the Atlas ICBM by Anadite, Inc., chemical milling 
firm of South Gate, California 

The parts processed were titanium spheres which were con- 
structed by Rheem Corp. and used to help control propellant 
flow into the combustion chambers of the Atlas. Convair’s 
Astronautical Division, San Diego, builders of the Atlas, state 


that the Atlas marks the first major use of titanium for missiles. 


ZINC AND LEAD INDUSTRIES 
PLAN RESEARCH 
\ major research program is being launched under the direction 
of the Industry Development Committees of the American Zinc 
Institute, Inc. and the Lead Industries Association and sponsored 
by zinc and lead producing companies in the United States, 
Canada, Mexico, Great Britain, South America and Australia. 
Phe two industries have agreed to establish a research program 
leading to the creation of “appropriate new knowledge and poten- 
tial new products and uses aimed at increasing the world wide 


consumption of zine and lead.” 


NORTON CO. LAYS CORNERSTONE 
FOR NEW PLANT 

The cornerstone has been laid for Norton Company's new 
building at Worcester, Mass. Covering five acres the new 
building will be for the straight line production of organic bonded 
grinding wheels 

Phe unit will cost $6,500,000 when it goes into production 
next Summer Installation of Norton designed machinery will 


not start until S« pote miber 


LIST OF MISSILE CONTRACTORS AT SBA OFFICES 

Phe Small Business Administration has available for inspection 
by small firms seeking subcontract opportunities in guided 
missile production a list of companies holding contracts in this 
field 

The names and addresses of companies making missile sub 
systems, components, assemblies, subassemblies and parts, as 
well as items which make up the missiles, may be seen at any 
of the Small Business Administration’s 53 field oflices 

Under this new service of the Small Business Administration 
every effort will be made to develop subcontract opportunities 

The new program to aid small business is based on a five-part 
compilation of related information made up of 1) items in 
ballistic missiles, guided missiles, rockets, drones and targets; 
2) missile assemblies, subassemblies and parts; (3) companies 
making subsystems, components, assemblies, subassemblies and 
parts; (4) special requirements in skills, facilities and equipment 


and (5) a glossary of terms 


CADMIUM IN 1958 FIRST QUARTER 
Cadmium metal production in first quarter 1958 was about 
2,440,000 Ib, 11 per cent below fourth quarter of 1957, according 
to the Bureau of Mines, United States Department of the In- 
terior. Production of plating and other salts declined 67 per cent 
Of the total, metal producers’ stocks increased 20 per cent, 
compound producers’ stocks went up 18 per cent, and stocks of 
the 8 largest dealers and producers of plating salts declined 2 per 


cent 
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Brass Plating 


It is always a hope that by buying some miracle 
drug we can restore fallen hair. arches and cure all 
ailments. Platers suffer from the same delusions. 
There is always a miracle powder which someone 
is ready to sell as a cure all. In brass plating there 
is no such cure all. Constant attention to the 
ingredients and their balance is necessary. The 
ratios of ingredients are very important. This 
means that accurate dependable analysis methods 
are necessary. Additions should be carefully 
weighed and especially in the case of zine salts 
properly dissolved. An analysis is generally 


advisable after the additions. 


There is an easier way to do this. ‘True Brite 
Brass Maintenance Solutions contain no miracle 
ingredients just the basic materials put together 
so that additions are balanced. Careful weighing 
is thus not necessary. Our customers have found 
that their solutions stay in good condition over 
quite long periods of time without additions 
other than True’ Brite’ Brass Maintenance 


Solution. 


lrue Brite has developed simple methods of 
analysis and formulas which will give dependable 
results and enable correction of troubles easily. 
Much of what has been written about brass plat- 
ing is not complete or accurate and our hardest 
job is to convince new and prospective customers 
that we have answers which must not be modi- 
fied. ‘The performance possible with a brass solu- 
tion in good condition is quite amazing when 
compared to the commonly used information. 
It’s a big decision to switch over your plating 
solution but we think you ll be clad you used 


True Brite Brass Solutions. 








TRUE BRITE CHEMICAL PRODUCTS CO. 


98 FALLS AVENUE OAKVILLE, CONN. 
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ARTICLE REFERENCES 


By 
WILLIAM TUCKER 
Eastman Kodak 
Rochester, N.Y. 


Most of the articles 
listed here may be ob- 
tained by writing to the 
publications in which 
the articles were pub- 
lished. Addresses are 
given at the end of the 
references for the read- 
er's convenience 





Photostat or microfilm copies of articles 
in available magazines may be obtained 
from: Library of Congress, Washington, 
D. C.; New York Public Library, New 
York; Engineering Societies’ Library, 
New York, at prevailing rates. In other 
cases, consult Wilson’s Union List of 
Serials at your nearest public library for 
other sources of these articles. 


89. THEORETICAL 
1. UNCOMMON VALENCY IONS 
AVDTHE DIFFERENCE EFFECT 
M. E. Straumanis 
Journal of the Electrochemical Society, 


May 1958, 105, No. 5, pp. 281-286 


90. CHROMIUM 
1 EXPERIMENTATION WITH 
CHEMICAL AND ELECTRO 
CHEMICAL REMOVAL OF 
CHROMIUM PLATING FROM 
COPPER Germar 
W.. Schlittgen 
Metallwaren-Industrie und Galvano 
technik, 49, February 1958, pp. 53 
57 Metals Review, May 1958 


plating from Cou printing 
chemically in 

d t 50-00 

eust with in 
nperature Pest 

emoving Was per 
ddium bvadre vide solution 
p with and without bag 
ving. Best results were obtained at a 
current density of LO-15 amp sq dm 
Solution attack on Cu base increases 
with increasing current density.’ 


CONVERSION COATINGS 

HOW TO PRODUCE HIGH- 
OUALITY ZINC CHROMATE 
COATINGS 

Joseph Stella 

Products Finishing, June 1958, pp 


tt | 


CORROSION 

CORROSION RESISTANCE OF 
FIVE STAINLESS ALLOYS IN 
VITRIE 1CID CONTAINING 
CHLORIDI 

l I lingley 

Corrosion, 14, No. 6. June 1958 pp 
s1-32 

INHIBITION OF TITANIUM 
IN FUMING NITRIC ACID. 


J. B. Rittenhouse and C. A. Papp 
Corrosion, 14, No. 6, June 1958, pp. 
1-42 

CORROSION OF ZINC PLATED 
STEEI 

Russell H. Wolff 

Metal Finishing, 56, No. 6, June 


1958 pp 16-52 


. MAINTENANCE 


“BITUGEL”—NEW 1NTI-COR- 
ROSIVE BITUMEN COMPOSI- 
TION 

EK. A. Duligal. 

Corrosion Technology, 5, No. 5 
May 1958 pp 152-155 


. MISCELLANEOUS 


INSTITUTE OF METAL FIN- 
ISHING—ANNUAL CONFER- 
ENCE, TORQUAY, APRIL 1958 
Electroplating and Metal Finishing, 
11, No. 5, May 1958, pp. 149-165 


. INSTITUTE OF METAL FIN- 


ISHING HOLDS 1958 CONFER- 
ENCE 

RK. Pinner. 

Metal Finishing, 56, No. 6. June 
1958, pp. 06 71 

HOW TO PLATE SELECTIVELY 
WITH A STENCIL MASK 
Ralph A. Botosan 

Products Finishing, June 1958, pp 
tt-47 

DUCTILE STAINLESS WORK 
HARDENS FOR EXTRA 
STRENGTH 

The Iron Age, 181, No. 22, May 29, 


1958, pp. 88-89 


. NICKEL 


VWULTILAYER NICKEL COAT- 
INGS 
Metal Progress 73 


pp 95-46 


No. 6, June 1958, 


. ORGANIC 


EPOXNIDE RESINS VERSUS 
CORROSION 

l AY Bar than ind (x # E Wild 
Corrosion Technology, 5, No. 5, May 
1958, pp. 137-140 

PROPERTIES AND APPLICA- 
TIONS OF COLD-CURED EPOXY 
RESIN-BASED COATINGS 
Corrosion Technology, 5, No.5, May 
1958, pp. Ltl-1li2 

EPOXY RESINS IN) CORRO- 
SION-RESISTANT APPLICA 
TIONS 

P. A. Dunn 

Corrosion Technology, 5, No. 5, May 
1958, pp 145-147. 


. PHOSPHATING 


PHOSPHATING TREATME 

1 COMPREHENSIVE PATE 
LITERATURE SURVEY. PART 
Ill 

Metal Finishing, 56, No , June 


-—5 = 


1958, pp. «e- iD 


. SILVER 


VODERN SILVER PLATING 
PRACTICE 

Lawrence Greenspan 

Metal Finishing, 56, No. 6, June 


1958, pp 61-63 


. STRESS 


FACTORS AFFECTING RE- 
SIDUAL STRESS IN ELECTRO- 


DEPOSITED METALS. A CRITI- 
CAL EVALUATION 

Joseph B. Kushner 

Metal Finishing, 56, No. 6, June 
1958, pp 56-60 


. TESTING 

. ELECTROMAGNETIC TEST 
VEASURES EFFECT OF SHOT 
PEENING 
P. M. Unterweiset 
The lron Age, 181, No. 23, June 5 
1958, pp 121 23 


. TIN-NICKEL 
THE PROTECTIVE VALUE OF 
TIN-NICKEL ALLOY DEPOSITS 
ON STEEL. 
F. A. Lowenheim, W. W. Sellers and 
F. X. Carlin 
Journal of the Electrochemical So- 
ciety, 105, No. 6, June 1958, pp 
338-340 


. WASTE DISPOSAL 

. PLANNING AND OPERATING 
1N INDUSTRIAL WASTE DIS- 
POSAL PLANT FOR A NEW 
PLATING FACILITY 
G. J. O' Kane. 
General Motors Engineering Journal, 


5, No. 1, January-February-March 
1958, pp 8 11 


The following are Metallurgical 
stracts taken from the Journal of 
Institute of Metals, March 1958 
526-534 

Accelerated Corrosion-Resistance Tests 
on Chemically Passivated Electrodeposits 
of Zinc on Steel I Biestek Prace 
Inst. Mech L957. 6 19 59-54 In 
Polish B. critically reviews modern 
techniques of passivation and the testing 
of coatings ‘1 he elTects ot vy ving pu 
on chr mate passly ition are described 
The coatings are gelatinous rather than 
eryst and have the general compn 
Cr-O;.Cr0.xH.0 They are water-re- 
pellent, COT pare a ind pore free und con- 
tain Cr’, which acts as an inhibitor 
Their bonding action for paints and la 
quers is probably due to inter-particle 
adhesion Several mechanisms are sug 
gested for their formation, e.g. reduction 
of Crt to Cr and idsorption of polar 
particles from the  passivating soln 
creating dipolar layers. Accelerated cor 
rosion tests in various media showed that 
the best resistance is offered by golden- 
vellow to olive-green filris The best 
passivating soln. were CrO.-NaCl and 
NaCr.0;-ILSO 1 ref 


Silver Coatings Metal Ind., 1957, 91 
22), 462)—Tough, adherent Ag coatings 
can be produced on light metals and 
alloys by the use of ammoniacal Ag 
soln., as used for mirroring glass rhe 
solv. contains an excess of NH, and 
from 8 to 25 per cent more than the 
theoretical Ag:2 NH, ratio of 108:34. The 
coatings have extremely high resistance to 
atmospheric corrosion, and the process is 
particularly suitable for coating the in 
ternal surfaces of tubes and complex 
cavities 


Chromium Plating of Aluminum and 
Its Alloys lr. Zak, J. Erlich and k 
Szmid (Prace Inst. Mech., 1956, 5, (17), 
7-11 In Polish After pre-cleaning 
with a soln. of 1:1:3 HF-HNO,-H.O 
at 40C for 30-60 sec., specimens of Al and 
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its alloys were given an immersion pro- adhesion of the deposit This is probably INA ANA AANA NANI YA 
tective coating of brass from a_ soln because, at the beginning of the electro 
contg. ZnO 90, NaOH 450, CuCN 7.5 deposition, the passive film is partly re SAVE DESIGN TIME 
2 ‘ : see 
g/l. It is possible to determine by electro- duced and electrodeposition proceeds at a 
chem. measurements the point at which large number of points. The small grains v ING K details 
the protective coating just dissolves in thus formed coalesce and, having far Dé iccepteda method t 
the Cr-plating bath If the current is greater contact area than lat grains 


switched on at this point the resultant produce a deposit which is denser. more e FORMING Sam 


deposit adheres well to the basis metal compact and fine grained The areas 
If the current is switched on too soon Cr which are not covered with the deposit e WORKING 

is deposited on top of the immersion coat- still retain the passivated film. K and M 

ing, if too late, deposition occurs on the based their ccuaheions on microscopical, e@ FINISHING 
metal which has already been passivated. \-ray and radioactivity measurements 

In both cases the adhesion is poor. The and observations Various type of de aN engineering 
current flowing through a cell formed by a posits and soln. were used in the course 
calomel electrode and Zn-plated Al reaches of investigations 


a max., remains const. for some time, ; . 
you will find de- 


then begins to drop, at first rapidly, Conecion Metal Finishing tailed data on the 
later more slowly Extrapolation of the Mittens Pemeiitios uf Renata RN “ 
® a us yrocesses yy 


dropping part of the curve, by plotting Corrosion Engineer Westwood eliials tautnain eae se 
tangents, supplies a point where two a * hee Metelicberflech waindinil “ fin h "d PRACTICAL 
tangents intersect. The time correspond- Houston $ poems rary wl See seen 
ing to this point is the optimum time for Munich, Germany 
switching on the current. The impurities “prentcseer —T, saleas Teak’ ea aie 
introduced into a Cr-plating vat, when ouUp betel Progress | = ws wee — ace wie a i 
this method is used, amount to only r Yrerol ay ih wile Ing, pote met YOU eCnieve 
0.004 g/dm*, and are not deleterious. fase: alg 1301 Euclid Avenus allurgy, welding, ma © sound 
mndon, N. W a and 3, OF chining, and electro design 


N this handbook 


products, such as: heat engineering 
treatment of steel, facts tc help 


ani ‘ , PENS forming oO ‘ of Fi 
The Structure of  Electrodeposited 7 . For each of @ product 


) | Prace Instytutow t} ' in 
Alloys. XI. Nickel-Zine Alloys. E. Raub ser ta end Metal Ministerstwa Hutnictwa eo Manuracturing 


and F. Elser (Metalloberflache, 1957, 11, 15 Udney Park Rd Institut Metalursii ma Cae SS 

ze h ae T. Ps agers A wice compilation of the basic ph sical charac 

» 165 168 | R and Sautter, ibid, Enalend 4 K. Miarki 1 1 teristics to be col sidered ind the general 
88 


= e » 0° 
1956, (A), 10, 65; M.A. 24, 8 advantages and limitations usually en 


Products Finishing countered. Concise, parallel data on suit 


mommy 


lron Age 
Investigation of the Electrodeposition Chestnut & 56th 4 + cha ‘ 7 ; 
of a Metal on a Passivated Surface. L. I ne oy ee ncinnat r Pee ine ' —e metas, anc natura 
Kadaner and A. Kh. Masik (Zhur. Fiz J. Electrochemical Society 1 size and surface conditions 


J - SSIS i! olvi desi I tl t 
. ps ree = 860 Broadway Zhurnal Fizicheskoi ‘ 9 we. “ 
Khim 1956. 30. (9). 1983-1989 In New York 93. N. ¥ Khimii Akademii Nauk 1 inctional requirement ind 


Russian rhe presence of a Passi ited ion techniques 


surt ce during the electrodeposition of J inetitate of Metals 


metals improves the grain refinement and ian Cw AS F BC ' 
Metals Engineering 
Processes 
CONTAINER 


CONVENTIONAL 
NEW CONSTRUCTION a 


For LONGER SERVICE. . } 
STUTZ CONSTRUCTION | 


Illustrated with hundreds of tables, 
charts, and other helpful material, 
the book ives | ( t on score ft 


Heavy gauge steel with wire woven 7] M 
| re all the 


through steel angle firmly attached tc A 

main stem Cannot ccme apart or ' — 
loosen Side clip is for STUTZ BAR ad = 
REL PLATING TANKS having sub => 


merged rectangular anode bars. Side 


clip not furnished for racked plating = 
tanks. Standard hook 6 inches. Other 

hook lengths furnished in quantity of 

100 or more i 
WELDED CONSTRUCTION — Note 


how welds have dissolved or broken in i 


. i ‘ 1- . 
= Gen caused in barrel plating PRICES—11 cents per inch for basket 
lengths 18 inches or longer Incre 
ments 3 inches. Curved containers 
one size only, 27” for 14” and 16” 
Write for Complete Catalog diameter barrels 15c per basket addi 


tional 


method 


x ind 





electroforming are 
PART i few examples of 


this latter case 


PART ONE The depth of 
Heat Treatment of Stee! coverage makes 
PART TWO easy the job of 
Casting picking the most 
PART THREE suitable process and 
Hot Working 
PART FOUR on tn that men 
Cold Working Sign lal process 
PART FIVE All the processes 
Powder Metallurgy of metal conver- 
PART SIX sion are treated in 
Welding and Cutting detail Thus, in 


The Complete Metal Finishing PART SEVEN: sinate. authori 
Equipment & Supplies apap onayrs. tive desk-top ref 
PART EIGHT eage 2 
‘ Finishing : * \ en lave 
Cx ym pa nv | PART NINE nist 


where currents are high and barrel 


transfer is rapid idapting your de- 


i stretch tor 1 powder n tallureg flame 





Electroforming design problen 


= Carroll Ave. ° Chicago 24, Illinois AMERICAN ELECTROPLATERS’ SOCIET) 
eee 445 Broad Street, Newark, N. J. 
AUGUST 1958 FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 842. 





L—803. Paint Stripping—Four methods L—805. Buffing—The No. 501 Finger 

commonly used by leading industrial Buff is explained in literature made avail 

plants to remove paint are described in able by Geo. R. Churchill Co., Inc. This 

detail in a new booklet recently published buff is used in bufling large irregular shapes 

by Oakite Products, Inc. without excessive wear on any part of the 
Booklet F7893 first describes twelve face. 

different paint stripping compounds 


alkaline, solvent, and solvent-acid—each L—806. Anodes—Data on cast copper 
designed to remove different type paints 


, te " anodes is contained in a folder published 
L—#01. Barrel Finishing Media—A It then discusses the Oakite Hot-Flow-On 


by Talco Metal Products, Inc. Included 


new folder is available from the Esbec Sigil : 
is information on flat, oval, wedge (tap 


method of stripping, consisting of flowing 
Barrel Finishing Corp. It discusses all stripping solution through a perforated ered) end lane neck tree 
types of barrel finishing media including pipe rake or shower-head The second 


aluminum oxide chips, triangles and method discussed is tank immersion. 


spheres, natural chips, novaculite, granite, L—807. Barrel Plating Equipment 


rhird is the steam gun method in which 
limestone, and steel media Detailed steam is combined with the stripper and A new 12-page brochure has just been 


size specifications for each type are also flowed on the surface through a steam made available by the Udylite Corp. It is 
oe gun Brushing is the fourth method: profusely . illustrated and contains de 
L— 802. lon Exchange Regeneration stripper is brushed on, allowed to soak scriptive data on plating barrels, multiple 


len methods of ion exchange regeneration and rinsed off. barrel units, replacement cylinders, load 


are discussed in a new technical reprint rhe booklet also discusses treatment of ing stands, storage and transfer units, rinse 
available from Graver Water Condition metals before repainting, and prevention units, dryers, silicon and selenium re« 

ing Go of rust on stripped surfaces in storage tifiers. 
The paper, Technical Reprint T-159 


wints out that no matte hat type of . ; 
pom . a a v L-804. Metal Treating and Finishing L—808. Buffing —H. W. kramer Co 
demineralizer plant is used, the properly 
cal \ folder is available from John Swift Inc., announces that their new buffing 
Selec led re 


eneration method must pre i tal ‘s just off tl 
{ ‘ Co < <4 , “ “ty catalog 18 1uUSst Oo * press 
vide the right amounts of « hemical., proper hemical In de vil “Ss metal J oe 


tintnttabinnn wih enlittaes cumtinek ties treating and finishing products. They in- This catalog covers: Heavy duty bufling 


eith exchanges: clude acid additives, chemical polishers lathe, bench model bufling lathe, buffing 
The article tells how each of the ten brighteners, cutting oils, cleaners, chrom wheels, bufling hoods, ashing hoods, pedes- 
methods works and what controls and ite finishes, tumbling compounds, heat tal hoods, buffing compounds, buffs in- 


equipment are required in each cas treating salts, et« cluding chamois and sheepskin 





FOR UNMATCHED DURABILITY 
AND FAST CUTTING 


eeee ©] U e —free from scratching 
--- PRODUCT ome 


Deserves to look ee 
the Best " a eet 


GREATER 


e BUFFING OUTPUT 
SSB 


FINE FINISHES REFLECT 2 > YT T Cn Clon Cre 


MS ? ‘ 2414 South LaSalle Street Chicago 16, Illinois 
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L—809. Barrel Finishing—Fight-page, 
two-color, letterhead-size bulletin No. 158 
describes the full line of Loreo equipment 
for precision barrel finishing. This includes 
conventional horizontal octagonal barrels 
in capacities ranging from 0.7 to 36.6 cu 
ft and the new vibrator in capacities of 
12.70 and 17.50 cu ft. 

Other equipment described and pictured 
in the new catalog includes a mechanized 
screen to separate work and chips or re- 
grade chip sizes, chip bins, hoist pans 
centrifugal dryers, vapor degreasers and 
a triple-action, tilting polygonal barrel. 
The new Lord Chemical Corp. booklet 
also gives information on sample process- 
ing and field engineering service that is 
offered 


L—810. Plastic Processes—The second 
annual product and processes review issue 
of its external house organ, The Plastics 
Weldor and Fabricator, has just been pub- 
lished by the American Agile Corp 
I'ypical items covered include polyethyl 
ene ducting and tubing; tanks in both poly- 
ethylene and polyvinyl chloride; exhaust 
systems including all major components; 
one of the first polypropylene fabrications; 
plus dozens of other products and fabri 


cations 


L—8ll. Liquid Level Controls—The 
complete line of ECA Liquid Level Con- 
trols for universal industrial application is 
described and illustrated in a new 16-page 
brochure available from Electronics Corp. 
of America, Photoswitch Division 
Bulletin PF 571 contains detailed speci- 
fications, complete descriptive data, charts 
and dimensions. A selector guide is pre- 
sented which will enable quick selection of 
the appropriate control system for liquid 


level applic ations 


I 812. Plastic Steel— Plastic Steel and 
other Devcon products for the metal work- 
ing, plastics, and other industries are de- 
scribed in Devcon ¢ orp.’s latest catalog 


No. NI-103 Besides a complete coverage 


of the chemical and physical properties of 


these products, this catalog also contains 
illustrated case history type applications 
of plastic steel: Devcon C, the heat-re- 
sistant type; Devcon F, the aluminum 
putty; and Devcon WR, the wear-re- 


sistant ty pe 


L813. Cleaning and Phosphating 
Material—Development of a new ma- 
terial for simultaneously cleaning and 
light phosphating of iron, steel or zine in 
three simple stages has been announced by 


fureo Products, Ine Called Turcoat 


1185, the new product is said to assure 


paint adhesion and prevent rapid re-rust 
ing of steel prior to painting 


Applied by either spray or dip, the new 
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mate rial deposits a smooth phosphate cleaners are available upon request for 
coating of up to 70 ml/sq ft on steel. The special cleaning requirements, 

coating provided is a phosphate of the rhe company has prepared a new 4- 
metal to which the material is applied page, two-color brochure detailing the 
e.g., iron phosphate or zinc phosphate complete line of ultrasonic cleaners. 


Detailed literature is available 





L—8l4. Ultrasonic Cleaners—A new 
line of ultrasonic cleaners is being mar 
keted by Gulton Industries, In 

Produced by the Vibro-Ceramics Di- In the paper “Recent Developments in 
Gold Alloy Plating’ by Dr. Edward A 
Parker which appeared in’ PLATING, 


CORRECTION 


vision, the new line of industrial cleaners 


includes six models of bench, floor and 
‘ , June 1958, the word “transistor” shou 
self-contained styles, all featuring forced ‘ scp: ™ 
, : a be replaced by “semi-conductor in the 
air cooling and varying tank capacities. : 

second paragraph, first line under the 
: ee Seca 

anging ti ape Ss ) ; “ ” ‘ 
t ing in tank capacities from two to heading “Doped Alloys” on page 631 


oo e > oO " ° . . ° 
20 gal, all units operate on 110 v, 60 cycle and also in the first line under the heading 


> 


ac current with the exception of the “Indium” on page 63: 


largest unit which operates on 220 v, 60 


cycle ac current. Also, high temperature 





Series 105 


TANK LINING QUIZ 
Will your present tank lining 

meet all ten conditions below? 

It will, and more, if it’s... 


Amer-Plate 
PVC TANK LINING 


Yes 
Will it adhere directly to concrete without costly metal interlining? . 
Will it withstand hard chrome liquor to 160° F.? 
Is it unaffected by strong acids and oxidizing materials? 
Is it resistant to highly corrosive salts? 7 
Will it resist alkalis, including 50% caustic soda? . 
Is it insoluble in aliphatic alcohols, glycol and glycerine? . 


. Is it impervious to diesel oil, sour crude, aliphatic petroleum 
hydrocarbons? 


Is it non-toxic in food and beverage service? 


Is it also supplied with T-ribbed back, for casting into place in new 
concrete tanks? 


10. Are expert applicators available in all major cities? Oo 


If your present tank lining material scores NO on any point that is impor- 
tant to you, it’s time to consider the lining that passes ALL the tests... 
AMER-PLATE POLYVINYL CHLORIDE SHEET! For complete information and 
name of nearest applicator, write: 


CORPORATION 
Dept. JH , 4809 Firestone Boulevard, South Gate, California 


Evanston, Illinois » Kenilworth, New Jersey » Jacksonville, Florida « Houston, Texas 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 846. 87 
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E—8O0l. Belt Grinder-Polisher— The 
Hammond model | BG-50 is one of a new 
line of Universal abrasive belt grinder 
polisher combinations produced by Ham 
mond Machinery Builders, In Phe two 
basic attachments include the L-2 head 
on the right hand side and the L-1 on the 
left 
Advantages 
for awkward 
small head for flexible belt and internal 
A rod 


ri ilso a 


include more throat depth 


haped parts as well as a 


grinding and chamfering 
tilable 
sithout built-in dust collector and 


double belt head units 


rinding 


Can be purchased 


E—so2. 
water dip lacquer for 


Water Dip Lacquer —A new 
silver plated parts 
Sealbrite No. 244, for application directly 
ifter electroplating or chemical cleaning 
is annourced by London Chem 
ical Ce It i 
tect silver 


operator 
iid to displace water, pro- 
urfaces against oxides, sullides 
solder 


terminals, lugs, eyelets 


discoloration ete and enhance 
ibility of contacts 
printed circuits, et It is available in 
vallon bottles, 5 


single gallon cans and 55 


gallon drums 


E803. 


platinum plating, for high temperature 


Platinum Plating——Low cost 


and other exacting industrial applications 
through the 
development of Platinex III/LS, accord 


has been made available 


ing to an announcement from Precious 


Metal 


It is reported that Platinex produces 


Division, Sel-Rex ¢ orp 


a pore-free platinum electroplate, in any 
thickness 


bath in one continuou 


practical directly from the 
operation 

It produces a fine-grained gray-colored 
elec troplate which is claimed to duplicate 


exactly the surface of the basis metal 


"9 


AND SUPPLIES 


It is said to offer far greater corrosion 


resistance in high temperature ranges 
than even rhodium plate, being able to 
withstand over 2000F indefinitely, with 


absolutely no evidence of oxidation. 
According to laboratory reports, the low 
stress and high ductility features of the 
process are so pronounced that electro- 
formed sheets can be formed or even 


crimped without cracking. 


Ek —804. 


of small lots, samples, ete., in a still 


Plating Barrel—Barrel plating 
plating tank is said to be conveniently 
achieved by a new rack-mounted plating 
barrel announced by Belke Manufactur- 
ing Co 

Mounted on a cathode hook, the barrel 
plater hangs on the cathode rod of a still 
plating tank and requires only 6 or 7 in. 


along the cathode rod. 


Cylinder and mounting support of 


plexiglas operates in most any plating 


solution In an oblique position the 
cylinder reportedly plates any quantity 
from fo unload, 
the unit is lifted from the tank and the 


contents poured into a basket or other 


a spoonful to a pint 


container 


E—805. Polyethylene Tank—For labo- 
ratory or plant use for etching solutions, 
metal cleaning or other acid service where 
corrosion is a problem, a 10-gallon poly- 
ethylene tank has just been introduced 
by the American Agile Corp. 

The tank is 12 in. wide, 12 in deep and 
18 in. long ID, with a 1 in. top flange 

The four corners have been formed by 
heat bending, thus eliminating many of 
the welded joints; only the bottom and 
one side seam are so joined 

The top flange and the reinforced 
beading on the side adds to the rigidity 
of the 
prevents deformation when the tank is 
filled with liquid. 


material and thus it reportedly 


Use the convenient Reader Service Card 
to obtain additional information on any 


of these items 


E 806. 


precision abrasive belt grinder, the Engel 


Abrasive Belt Grinder— New 


berg Model No. 696, permits two or more 
high-speed grinding and finishing opera 
tions in the same time as formerly required 
for a single operation. lnmachined sur 
faces, ground on a series of progressively 
finer-grit abrasive belts, can be finished t 
a fine polish to exacting tolerances in one 


continuous pass. 


Phe new model, available with from two 
to six or more = individually-adjustabk 


grinding heads, offers an extensive capa- 


city range, handling parts up to 5!5 in 


maximum width and 615 in 


maNTNUh 
thickness The machine’s conveyor belt, 
which carries parts under the grinding 


heads is powered by a ls hp Variable 


speed motor, and is infinitely adjustable 


for feed rates from zero to 67 ft min 


E—807. Unit—The 
addition of pedestal type units to the 


Pedestal Type 


company’s present line of corrosion- 


resistant Flex Seal centrifugal pumps, 
has been announced by Bart Manufactur- 
ing Corp. 


Capacity range at 3450 rpm: accord- 
ing to the company, is from 10 to 80 
gpm against heads to 70 ft. Impellers 
are self-enclosed 

The company pointed out that solids 
from */i, in. in diameter up to ie 
through the 


Ports are 1 by 34 and 1 by 


can be passed pumping 
chamber. 
14 by 1-4 in 

Other features in these units are re 
ported to be oversized ball bearings to 
insure load carrying ability and a locked 
bearing to prevent the impeller from 


riding forward and scoring the pump 


housing. 
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E—808. Bulf 
Buff Co. has 


I reatment” 


American 
“Golden 


for all types of cotton and 


Treatment 


introduced a 


sisal buffs manufactured by their firm 


for operations in the metal finishing 


industry. Recognized by its golden tinge, 
it brings three advantages to the trade, 
according to the company 

$y strengthening and binding fibres 
together, the treatment is said to add 
firmer body and prevent fraying, particu 
larly on sisal buffs. Sisal cloth which has 
had this treatment retains bufling com 
pound better, prevents compound waste 
and makes a more effective buff, it is 
reported 

More output per hour and longer life 


per bull are also claimed 


EK — 809. 
Strength of cleaner solution can be meas- 
ured in 30 seconds using the new H-VW-M 
Cleaner Control Kit according to Hanson 


Van Winkle-Munning Co 


; ts > ‘ 
Principle is determination of pH by ti- 


Cleaner Strength Measure 


tration, but result is calibrated so that the 
operator reads it directly as number of 


ounces of cleaner per gallon of solution 


Anvone can make the test on the spot 
with no further instruction than that pro 
vided by brief directions printed on th 
affords 


ic tical purposes 


ontainer Sensitivity sullicient 
accuracy Lor all pr 
Kit consists of a clear glass test botth 


witl i lumetriu mark 


toppered with 
in etched medicine dropper md a dark 


class bottle mtaining an indicator In 
bottle is also stoppered with a 


medicine ¢ 


I 810. Electroless Process. An electro 
less process for nickel plating magnesium 
has been developed by The Dow Chemical 
Co 


The new method involves immersing 
the metal in a special nickel solution 
eliminating the more complex electrode 
rangement. 

It is expected to prove useful in such 
applications as electronics equipment, 
printing cylinders and plates and other 
surfaces requiring considerable wear re- 
sistance 

The new process starts with surface 
conditioning of the metal by degreasing 


or other method, followed by chemical 
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etching Next, the metal is defilmed 
then is immersed in the nickel-plating 
bath for the prescribed period each 
step is followed by a water rinse 

Zine immersion plus copper strike, a 
necessary step in the magnesium nickel 
electroplating process, is used with the 
electroless process only if maximum corro 


sion protection is required 


E811. 


Bufsol, a new 


Buffing Compound Remover 
all-soluble buffing com- 
pound remover has recently been intro 
duced by J. B. Ford Division, Wyandotte 
In the illustration, left 
bulled die cast handle entered plating de 


Chemicals Corp 


partment with impacted buffing compound 
Chree min 
utes in a hot Bufsol bath produced the 


deposits and handling smears 


bright copper and nickel plate at right 


according to the manufacturer 


A liquid concentrate used diluted with 
water, Bufsol contains no solvents to in 
terfere with electrocleaner performance 
is said to be readily adaptable to most 


plating cycles 


earof?»ri 


FABRIC ENGINEERED by Milliken 





ITS BUFF COST/ 


PERFORMANCE 


against a really 


WEARON is the cloth for 
the tough polishing and buf- 
fing jobs, particularly where oper- 


ational ‘raking’ action is involved. 


Projections, fins, snags, rough edges are up 


“wearable” cloth. The result? 


This ability to resist fraying adds up to a very 


favorable buff cost/performance ratio! Check 


this for yourself. 


WEARON is a trademarked fabric...as are 
the other three fabrics that make up the present 


eee Seeree sores 
vwoimeene Sle 
BUFF FABRICS 


vy Milliken 


line of Milliken ‘Fabrics Engineered for Buffs’. 
We suggest that you try out all four fabrics but 
if you have some buff-destroying operations, 
try WEARON first. Ask your buff supplier to 
make up a test lot of buffs in the styles and 
sizes you use. You will know you are getting 


WEARON because the trademark appears on 
the plies of each buff section. 


Dagaruve, Wise Cs Go,, ive, 


1045 SIxTH AVENUE 


*" NEW YORK 18, N.Y. 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 847. 





Shot Peen—Peenamatic model 
726, built by Metal Improvement Equip 
ment Co. shot peens any crankshaft up 
to 16 in. diameter swing and up to 7 ft 
long, the manufacturer reports. No jigs 
or fixtures are used because the main 
journals are lowered directly onto drive 
belts that both support and rotate the 
work piece 
Automatic peening cycle frees operator 
except for set-up, loading, and unloading 
Crankshaft is peened completely by two 
travel the 


crankshaft for one round 


nozzles as they 
length of the 


oscillating 


trip The nozzle carrier is driven by a 
helicoid conveyor used as a_ shot-proof 
lead screw 

An air wash shot conditioner removes 
broken shot and dust The electrical 
NMTBA standards 
The cabinet is built of 3/16 in. steel plate 


controls conform t« 


i frame of 3 in. angles 


bk 813. Alkaline Cleaner 


alkaline cleaning material for the removal 
ol ils 


A new type 
from ferrou metals and copper 
announced by the Stratford 


(Chemical Co 


alloy Is 
The ex mpound is effective 
for oil and grease removal and is said to be 
designed to perform these operations with 
a minimum consumption of active in 


No films are left on the work 


after either cold or warm rinsing The 


gredients 


material operates in recirculating cleaner 
systems. Operating temperature is 180 I 


Steel equipment is adequate 


E814. Solid Film 
resin bonded solid film lubricant, called 
Surf-Kote H-108, is now available from 


the Hohman Plating & Manufacturing Co 


Lubricant—A 


disulfide 


compe und that is bonded directly t 


It contains a molybdenum 
metal 
forming 
Phis film 
is said to prevent contact between metal 
coetlic rent of 


friction which eliminates galling, seizing, 


surfaces by a resinous material 


a solid, dry film of lubrication 


surfaces providing a low 


cold welding and fretting corrosion accord- 


ing to reports The lubricant remains 
unaffected by humidity or unusual atmos- 
pheres, and is imprevious to oils, greases, 
solvents acids and all ilis according to 
reports It is easily applied by con- 


ventional methods of spraying, dipping 


or brushing 
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E—S15. 


a new silicon plating rectifier with auto- 


Plating Rectifier— Design of 
matic current density control has been 
announced by General Electric’s Rectifier 
Dept 

rhe automatic current density control] 
is claimed to provide precise voltage and 
current whether one lightly-loaded rack 
or many fully-loaded racks are being run. 
Basically, this control is made possible by 
taking a current signal from the rectifier 
output and using this signal to adjust the 
output voltage 
light loads. 


for compensation on very 


Other new features of this equipment 
include new Class B glass insulation on 
transformer, 


reactor and over-current 


protection, and new shipment-tested 
structural strength. Addition of a remote 
control unit makes possible regulation of 
current density 


automat coastant 


current, constant voltage, and automatic 


anodizing 


E816. 


Designed with the advantages of higher 


Barrel Finishing Machine 


priced machines at a budget price, a new 
economy series barrel finishing machine is 
announced by Almco, Queen Products 
Ine 

Designated the Supersheen Model EB 


29 


3032, the new model has a 30 in. diameter 
x 32 in. long barrel for high volume finish- 
ing of small parts as well as fast action on 
Potal barrel 


capacity of 13.8 cu ft or 1000 Ib can be 


large castings and forgings 


divided into two compartments 


A variable speed control allows adjust 
ment of barrel rotation speed from 10 to 
0 rpm 

\ positive magnetic brake and forward 
ing and reversing switch permit easy 
positioning of the barrel for loading and 
unloading Adequate clearance is pro 


vided under the barrel for dumping 


finished parts directly into pans 

Exclusive features include a roll-away 
perforated hood, a <« am-operated door. and 
self-aligning bearings with Zerk fittings 
and expanding dirt-seal rings 

Optional equipment available includes 
a drain door to permit fast drainage, an 
unloading boot, and single and dual timer 
controls 


E—817. Heat- 


bath Corp. has introduced a new chromate 


Chromate Product 
product called Duracoat E-7-P for pro- 
ducing a bright, stain resistant finish for 
zine plate. No leach is required and the 
material is for brightening and passivat- 
ing zine plated parts to stand up under 
encountered in 


conditions storage or 


shipping of finished parts. Only 0.5 0z/gal 
of Duracoat E-7-P, plus a small amount 
of nitric acid, is required to make up the 
original solution. Long life and simple 
control are features of this new product 


in powder form 


E—818. Reflow Oils 


economical and trouble-free bright flowing 


A new process for 


of electroplated tin has been announced 
by Enthone, Inc., a subsidiary of the 
American Smelting and Refining Co. The 
process consists of a reflowing oil, Flow- 
brite No. 1, and an additive 
No. 2, for maintenance of the bath at 


Flowbrite 
optimum = effectiveness 

The Flowbrite bath does not thicken 
or polymerize with use. Because it is a 
liquid at room temperature, it does not 
solidify on cooling and is easy to remove 
from flowed parts 

rhe Flowbrite bath is operated at 475 
to 550F. 


the bath for 5 to 30 see produces a bright 


Immersing tin plated work in 


uniform coating of tin completely free of 


oxide stains. Because of the low viscosity 


of the oils, dragout losses are kept to a 


minimum 


E—819. Fume and Spray Suppressant 

Fumetrol, a new fume and spray sup- 
pressant for chromium plating solutions 
is claimed to improve quality and lower 
awcording 


Phermit 


the cost of chromium plating 
to the manufacturer, Metal & 
Corp 

It is said to lower cost of solution re 
plenishment by reducing spray and solu 
tion drag-out losses and lower heating cost 
by enabling platers to reduce air volume 
removed through tank draft casings 

Available as a low-cost aqueous solution 
or in pellet form, it is readily soluble in 


cbromium plating baths 


E—820. 


version Chemical Corp. has announced 


Aluminum Bright Dip —Con 


the development of a new non-fuming 
bright dip known as Kenvert No. 46-A 

Its advantage is said to be the elimina 
tion of corrosive brown nitrogen oxide 
fumes from the bath and work in transfer 
A more stable bath is claimed with an 
easier to control solution, more stable too 
for weekend shutdown or when not in use 

Savings result from less acid consump 
tion, reduced expense for exhaust and 
ducting systems. There is less sludging 


and reduced pitting 


E—821. A new 


metal finishing process which produces a 


Bright Finish Process 


bright, lustrous finish on high alloy steels 


is now available to industry 
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Known as Cor-a-brite, it was developed 
and introduced by Roto-Finish Co. The 
entire process is completed with one chip 
mass in one standard barrel finishing 
machine. This eliminates the necessity 
to handle parts between several different 
operations and assures uniformity in 
appearance and finish of the work pieces, 
it is reported 

High alloy steel bearings can be pro 
cessed to produce a bright surface with a 
microinch reading of 2 rms. When this 
part comes from the grinders, it has an 
rms of 10 microinches In a 10-hour 
finishing cycle, the microinch reading will 
be reduced to 2 rms in a single conventional 


machine with loads up to 350 Ib 


E—822. 
Filter 


the pump impeller eliminates the need for 


Precious Metals Solution 


A rotating magnetic field to drive 


any seals or stufling boxes on the new Pre 
Met solution filter introduced by Sel-Rex 
Corp. This innovation, the manufacturer 
claims, completely eliminates the possi 


bility of costly solution loss in the filtra 


tion of precious metals plating solutions 


y Y 


The manufacturer states that these low 
cost filter units are available in capacities 
up to 800 GPHL, by the simple attachment 
of additional filter tubes. Each tube in 
creases the effective filtration area by 500 
square inches. It is reported that flow 
rate on any capacity unit is easily ad 
justed from zero to maximum by simple 


pinch valves, since the canned 


turbine 
pump-motor will not overload due to flow 
restriction, and will use less power as flow 
diminishes This feature is also said to 
permit individual cartridge replacement 
without stopping filtering Operations, on 
the multiple tube units 

The new filter utilizes a canned turbine 
pump and motor unit which is continu 
ously lubricated by the solution being 


filtered 
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Plated under vacuum, these articles have a high-sheen 
surface that lasts as long as conventionally plated pieces. 


Why plating 
with vacuum 
is easier and more profitable 


Without buffing or polishing, You can control film thickness 
] 


out corrosive cleaning easily and precisely. You can make 


out highly skilled help, surfaces electrically conductive or in- 


_ - ] 17] th h ' } i] 1c I 
cover articies like those sn lé SUulating as you wisn. 


with a shimmering finish that lasts For further information on this 
for years. e highly profitable process, write for 

All it takes is aCEC vacuum coa information on the coaters, the lac- 
and some inexpensive lacquer quers, and the methods used. 


] 


make metal and plastic articles look 


silver, gold, copper, or ultitude of 


other colors and tones, 


Vacuum-plating costs less. With a 
CEC vacuum coater yot 
thousands of pieces per day 
skilled labor. 
New longer-lasting lacquers. There 
are on the market many lacquers 
which can make vacuum-plated ar- 
ticles wear as well as those plate: 
conventional ways. 

The stayfast finish requires no re- . 

. . 1450 22" diameter pieces per cycle, 3 to 6 cycles 

an hour —that's the production rate of this 48” CEC 


vacuum coater 


touching, or | 


Consolidated Electrodynamics 
Rochester Division, Rochester 3, N. Y. 


SALES AND SERVICE OFFICES IN PRINCIPAL CITIE 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 848. 
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3rd COATED ABRASIVE MACHINERY SHOW 


{ coated abrasives as 
industrial tool was greatly in 
it Troy, N. Y. the week of June 
lo new abrasive machines were 

viewed and tested by several thousand 
industrial production men from all parts 
of the United States and half a dozer 
foreign countri 


National 
Machinery Show, spon 


The occasion was the ird 
Coated Abrasive 
sored by Behr-Manning Co., a division 


876 


of Norton Co., at its new 


$1,000,000 
product engineering building. The abra- 
sive manufacturer acted as host to the 
inviting machine 


machinery industry, 


manufacturers to demonstrate develop 
ments of the past two years 

Among significant advances in machine 
tool design, particularly among machines 
whose weight was measured in tons, was 
a conspicuous “beefing up” of frames, 


bearings and drive trains to keep pace 


with improvements in abrasive belts and 
with the increasing forces being exerted 
in heavy stock removal, descaling and 
similar work More attention was also 
paid to flooding the work areas with 
coolants, and to more thorough filtration 
to remove grinding swarf and other 
contaminants from the coolant flow 

a benefit where close tolerances must 


be held in 


finishes. 


producing low micro-inch 
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Albert Semberski on July 19, 1928 joined 





lhe United States Time Corporation and 
for the past thirty years has been associ- 
ated with their applied finishes depart- 
ments 

He served the Waterbury-Middlebury 
plants as an applied finishes foreman 
until 1954, when he was assigned to their 
Little Kock Division. He is general fore- 
man in charge of all applied finishes and 
chemistry and also serves as technical 
advisor to other branch plants. He is a 
member of the AES 


H. W. Kole A. Semberski 
Harry W. Kole-has been appointed a 
district sales manager by helite Corp. 

Prior to his appointment, Mg. Kole was 
employed by Fisher Memphis Air Craft 
and as a technical service representative 
for Oakite Products, Inc. He is a member 
of the American Society of Metals. 

Mr. Kole will be responsible for sales in 
hKelite’s 
Miami and Atlanta Districts, and includ- 
ing Alabama, Florida, Georgia, North and 


South Carolina, and eastern 


the area formerly comprising 


lennessee 
He will have his headquarters at Char- 
lotte, N.C 


James P. Kelleher is newly appointed 
as manager of sales for Alpha Plastics 
Ine., Livingston, N. J 

He comes to Alpha from the Alloy Tube 
Division of Carpenter Steel where he 
served as assistant manager of product 
engineering and development Prior to 
his affiliation with Carpenter, he was 
associated with Standard Oil of New 
Jersey as a process engineer 

An authority on industrial PVC plastic 
applications, whose articles on the subject 
have appeared in leading publications in 
the chemical field, Mr. Kelleher holds a 
BS and an MS degree in chemical engi- 
neering from Newark College of Engineer 
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Louis R. Gallas has been appointed sales 
manager of the Promat Division of Poor 
Waukegan, Iil Mi 


Gallas’ wide experience in the 


& Company in 
metal 
finishing field will complement the ex 
panded effort of Promat to make available 
its many products and processes to an 
even greater number of users. He will 
be instrumental in establishing an en 


larged distribution program 


M. A. 
ager of general equipment sales for Han 


son-Van Winkle-Munning C« 


lardiff has been appointed man- 





L. R. Gallas M. A. Tardiff 


The appointment came as part of a 


group of engineering and sales changes by 
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the company. Earlier this year the entire 


engineering division was reorganized, 
placing emphasis on research and new 
product development. 

Before joining H-VW-M, Mr. Tardiff 
was a partner in Vern Bush Co. He has 
had extensive experience in the plating 
field. He was head chemist in plating at 
Keeler Brass, Grand Rapids, for eight 
years 

He was in charge of the analytical plat- 
ing laboratory at Winters & Crampton 
Corp., Grandville, Mich., and before that 
was employed in the chemical laboratory 
Muskegon, Mich. 

Mr. Tardiff was graduated from Hope 
College, Holland, Mich., 


chemistry and mathematics. His prev ious 


of Sealed Power Corp., 
with majors in 


post with H-VW-M was as general equip- 
ment sales engineer for the J. C. Miller 


Division in Grand Rapids 


J. Justin Basch has been appointed to 
the new position of marketing vice presi 
dent of Oakite Products, In« 

Mr. Basch, formerly vice president for 
research and product development, will 
now be responsible for sales, engineering, 
advertising and marketing research as well 

A graduate of Massachusetts Institute 
of Technology, Mi 


Oakite in 1925, was for many years 


Basch, who joined 


Philadelphia division manager of the firm 
He was elected to the board of directors 
in 1948 and became vice president in 1956 
He has been responsible for product de 


velopment since 1953 


J. J. Basch 


H. L. Wright 


Howard L. Wright has been named as 
manager of Hanson-\ an Winkle-Munning 
Co.'s new Special Products Sales. 

Establishment of the new sales section 
under Mr. Wright's direction is intended 
to develop new markets for the company, 
especially in the field of electrical and 
mechanical products 

He has been with H-\ W-M for 11 years, 
serving as district manager for the company 
in the Middle Atlantic States area. 

\ graduate of Franklin & Marshall 
College, he served in the U.S. Navy during 


World War Il 


Jacob G. Schirtzinger has been pro- 
moted to district sales maneger by Kelite 
Corp 


Mr. Schirtzinger has been employed 
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by Kelite as a sales engineer for the past 
five years. In 1956 and 1957, he was a 
member of the Key Club, an honorary 
group composed of Kelite Sales Engineers 
who annually produce the top sales vol- 
ume for the Company. He is a member 
of the American Electroplaters’ Society. 

Mr. Schirtzinger will be responsible for 
Kelite sales in Ohio. He will make his 
headquarters at Dayton, O. 


Pete Petroff has been appointed sales 
representative in Western Ohio, Southern 
Indiana and Northern Kentucky of Heat- 
bath Corp. 

Mr. Petroff is a graduate of Ohio State 
University and was formerly associated 
with the Bison Corp. He will handle 
Heatbath’s complete line and will have 
headquarters in Columbus, Ohio. 


Heatbath also announces the transfer 


of Jim Wheeler to the Chicago district 
where he will assume new sales duties. 
Mr. Wheeler will continue to supervise 
sales in the area covered by Mr. Petroff 
as well as in the Cleveland area. 


Albert P. Shutts, assistant sales man- 
ager since January 1957, has been pro- 
moted to sales manager of Becco Chemi- 
cal Division, Food Machinery and Chemi- 
cal Corp., Buffalo, N. Y. 


A graduate of Rutgers University, 
Mr. Shutts joined Becco ip 1946 as a sales 
representative in the New York territory 
and in November 1955, was appointed 
manager of the territory. In January 1957, 
he was transferred to Buffalo. 


C. Heamon Castle has been named as 
technical director of Abrado Finish Corp., 
Grand Rapids, Mich. Mr. Castle holds 


Cuneo Press finds “Plus-4”’ 
Copper Anodes keep 
working until they're “‘so thin 
that they almost float’’ 


In the big, busy rotogravure cylinder 
plating room of The Cuneo Press, 
Inc., Chicago, the acid-copper tanks 
are operating 24 hours a day. 

Supplying precision cylinders to 
meet weekly deadlines in printing 
some 13 million copies of weekly 
magazines and pictorial sections for 
newspapers calls for maximum relia- 
bility and efficiency in every phase of 
the operation 

Late in 1954, Cuneo first tried 
“Plus-4” Anodes, Anaconda’s phos- 
phorized copper anodes. After more 
than three years of experience, they 
report the following advantages: 
1. Solution is more easily main- 
tained and balanced—with consider- 


able saving in solution dumped and 
acid added. 

2. Practically no sludge —tanks are 
drained only half as often as with 
ordinary anodes. 

3. 15 per cent more usable copper. 
“Plus- $’s” corrode SO eve nly see be - 
low) that only slender ribbons re- 
main. Though these do not actually 
float, they become so light that they 
no longer maintain proper contact 
with the anode cradle. 

Write for information on how vou can 
obtain a test quantity to supply one 
tank. Address: The American Brass 
Company, Waterbury 20, Conn. In 
Canada: Anaconda American Brass 
Ltd., New Toronto, Ont. , 


ANACONDA’ 


“PLUS-4"° ANODES Phosphorized Copper 


MADE BY THE AMERICAN BRASS COMPANY 
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C. H. Castle F. J. French 


in metallurgical engineering from 
Michigan College of Mines and Techno 
where he 1933. He 
was technical director 
president of Roto-Finish of Kalamazoo, 
Mich he worked for 14 years. He 


has devoted the past 25 years primarily 


a degre 


logy graduated in 


formerly and vice 


Ww here 


in the barrel finishing field, holding several 


patents on methods and processes for 


Putting finishing touches on a copper cylinder 
for one of the weekly newspaper rotogravure 
shown in 
Typical “fish 
one is 80” long, weighs 2 |b. 3 oz 
85-lb. anode was 1” x 3” x 8812 
is 71’ long, weighs 1 |b. 4 oz 
anode was 1” x 3” x 76”. 


sections the background. Below 


from Cuneo’s tanks. The top 
original 
Lower ‘‘fish’ 
original 74-Ib. 


» 


barrel finishing He is the author of 


articles on barrel finishing 


Frank J. 
pre sident of 


French has been named vice 
Allied 
Division. 


Mr. French 


Division’s production, mining 


Chemical 


will be in charge of the 
purchasing 
and industrial service activities. A veteran 
of 29 years with the company, he has been 


, 


director of purchases since 195 
He began his 


Chemical as a ¢ 


Creneral 
the 
company’s Hudson River works in Edge 
water, N.J 19145 he held 
Various the Divi 
labora 


Marcus 


career with 


ontrol chemist at 
From 1932 to 
technical positions at 
Hill, N.Y 
and at its Delaware Works 
Hook, Pa 

In 1949 Mr French 


superintendent of its 


Laurel research 


tory 


Was 


appointed 
Baker & 


general 


Sam, 
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1952 he returned to 
the New York Office as director of pur- 


Adamson works. In 


the 


until his present appointment. 


chases, position which he has held 


He is a graduate of Lehigh University 
where he received a BS degree in chemical 
engineering in 1932 

Carl R. Gloskey, research manager at 
Metal & Thermit’s laboratories, Rahway, 
N. J., has been awarded a Sloan Fellow- 
ship for advanced work at the School of 
Industrial Management of the Massachu- 
setts Institute of Technology. 
one of 37 such 


this 
spend 


This is fellowships 


awarded executives 
months at the 
Institute in detailed studies of the funda- 


year to young 


who will twelve 


mentals of sound management. 





PHILIP N. ENGEL 
~ Philip N. Engel, chairman of the board 
of directors of Infileo Inc 
heart attack in his 
May 20, and died at the 
Center on May 26 


suffered a 
office on ‘Tuesday, 


Fucson Medical 


Mr. Engel had been president of the 


company from 1905, when he succeeded 


his father, until he 
the board in 1957. 


became chairman of 


He acquired his technical training at the 
Institute of When 
he joined his father’s small company, The 
Filter Co 


a research and development 


Armour Pechnology 


International he immediately 
inaugurated 
department and hired one of his own 
Armour to manage it 


Mr. Engel’s the 


water industry had earned for him the ad- 


teachers at 


long association with 


miration of all who knew him, and an 


honorary life membership in the American 
Waterworks Association He 


a daughter and two grand- 


is survived 
by his widow 


SOTIS 


SIGMUND FABRY 
Sigmund 
Belke 


ears and 


engineer 
Manufacturing Co. for 3] 


Fabry, mechanical 
with 
widely known throughout the 
plating industry, died June 18 in his home 
at 51420 Virginia Ave He leave 


his widow, a son four grat 


children 


Chicago 
a daughter 


and two brothers. 








RANCH NEWs] 


BLUE RIDGE 
Branch Bylaws Approved: 
Haupt Discusses PH 
The Blue Ridge Branch of the AES met 
on June 6 at the S. and W 
Roanoke, Virginia 
r. H. Boggess called a business session 


Cafeteria, in 
After dinner, President 


to order The bylaws, submitted by a 
committee composed of Carl A. Wither- 
Bruce E. Wallace, Paul D. 
Callahan and N. F. Murphy were dis- 


spoon, 


cussed and approved unanimously. They 
will now be sent to Headquarters for 
approval 
Dr. N. I 
taken at the Cincinnati convention, at 
Branch 


Secretaries’ meeting. The Branch approved 


Murphy reported on actions 


the business session and the 
purchase of Golden Anniversary stationery 
and such other supplies as the Branch 
secretary required 

the July 


and August meetings were dispensed with 


By vote of members present 


and plans made for a September, outdoor 
picnic supper meeting to be held in Blacks- 
burg, Virginia 
The members voted to retain their 
present officers for the coming year since 
they had served only part of a full year 
Phe officers for 1958-59 will be: T. R 
Boggess, president; N. F. Murphy, Ist 
vice president; Bruce I Wallace, 2nd 
vice president; Carl A. Witherspoon 
secretary-treasurer, and P. D. Callahan 


librarian 


Cc. G. Haupt, chemist for the Norfolk 
and Western Railroad discussed measure- 
ment of pH. His talk was so interesting 


that he was invited to continue his demon 
stration-lecture in the fall 


Carl Witherspoon 


Secretary 


BRITISH COLUMBIA 
Sample Delivers Paper; 
Airlines Tour Postponed 
The meeting of the British Columbia 
Sranch was held June 13, at the White 
Spot Dining Room, Vancouver, B.C. with 


an attendance of 13 


It was moved by Walter Kellerman 
that the cost of 


lunches, et 


executive meetings 
should be paid by the 
The motion was seconded 


by Ralph Wolloschuk and carried. One 


new member was elected 


Branch treasury 


A report on the proposed visit to C.P 
Airlines and the tour of the Bristol 
Britannia was read by Secretary Nelson 


Shepherd. The situation at this time 
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was that due to a very tight operational 
and maintenance schedule C.P. Airlines 
were not prepared to allow this tour until 
the fall of this year 

Following the business session, Clarence 
H. Sample, of the International Nickel 
Co. was introduced by President Jim Lee. 

Mr. Sample delivered an extremely in- 
teresting and informative report on work 
that he has been involved in, concerning 
the evaluation of electro deposited nickel 
from a corrosion resistance point of view. 
He compared standard dull nickel solu- 
tions with those of the bright nickel type, 
and explained the effect of variations in 
subsequent chromium plates and copper 
He illustrated his talk with 


slides showing 


undercoats 
colored their corrosion 
testing systems. An active question and 
answer period followed. 

Nelson A. Shepherd 


Secretary 


CAPITOL DISTRICT 
Sonnenfeldt on European Plating; 
Clambake on August 23 
The Capitol District Branch met on 
June 2, at the Hot 
Route 9 just north 
Phe membership report 


Monday evening 
Shoppes Restaurant 
of Albany, N. ¥ 
included the resignations of Fritz 
Schweitzer, outgoing treasurer, who, due 
to his new work schedule, will not be able 
to attend the meetings, and Charles 
Schenk whose new position is out of the 
metal finishing field. Literature was re- 
ceived from the Joint Engineering Society 
requesting our participation in the Fall 
meeting and smoker Secretary Allison 
will get more information on this proposed 
meeting and send out a questionnaire to 
all members 

A clambake will be held August 23 at 
Endries just north of Schenectady on 
Route 50 commencing at 11 a.m. 

The new officers for the coming year 
were installed by Chet Klimek. The 
new officers are: President, John Green; 
Ist vice-president, Robert Hill; 2nd vice- 
president, Zygamund Nash; secretary, 
William R. 


Guarneri; librarian, Ed Frieberg. The 


Allison; treasurer, Michael 


Board of Managers for the coming year 
will be Ray Dunlevy, Robert Wolf and 
Art Eisne>. 

René Sonnenfeldt of Sel-Rex Corpora- 
tion talked on “Plating 
Europe and the United States”. Mr. 


Sonnenfeldt’s comparison of the electro- 


Practices in 


plating practices, formulations, chemical 
supplies and personnel abroad and here 


in the United States formed a most enjoy- 


able and informative educational session 
Mr. Sonnenfeldt also related many of his 
own experiences in Europe before coming 
to this country three years ago 
John H. Green 
Corresponding Secretary 


CHICAGO 
To Meet First Friday; 
Pettit is Speaker 
The regular June meeting of the Chicago 
Branch was held Friday, June 6, at the 
President 
announced that 


Western Society of Engineers. 
R. Scott Modjeska 
future meetings of the branch will be held 
on the first Friday of each month at the 
above mentioned site. 

Ten applications for membership were 
submitted by Secretary-Treasurer Paul 
Glab and were unanimously approved 
The new members were introduced to the 
other members 

The meeting was turned over to Librar- 
ian Joseph Corre, who introduced the 
speaker of the evening, Ralph Pettit of 
Pettit is 


a graduate in chemistry from the l niver- 


the Diversey Corporation. Mr 


sity of Chicago and worked with Alcoa 
for a number of years in sales and develop- 
ment divisions. He also worked for a 
leading name plate manufacturer in 
Chicago and is now employed as a techni- 
cal advisor in the metals industry depart- 
ment of the Diversey Corporation 

Mr. Pettit spoke on the “Manufacture 
of Etched Goods and Escutcheons.” He 
started with a short history of etching 
when the parts were (1) dipped in beeswax 
2) blackened with a lighted tallow candle 
3) the design was then sketched on the 
blackened surface (4) the wax was cut 
through to expose bare metal (5) followed 
by proper chemical treatment to etch 
away the metal. He illustrated the various 
processes in the manufacture of etched 
goods with the use of colored slides. The 
process briefly consists in the preparing 
1) of an oversize drawing of the name 
plate (2) photographing to actual size 
(3) a press-plate made from the glass 
negative (4) plates are then lithographed, 
treated with asphaltum powder and then 
fused in a muffle furnace (5) proper 
etchant applied followed by spraying with 
enamel (6) solvent dipped, to soften the 
enamel, and then scrubbed to remove 
raised portions of enamel from plate (6 
machining of plates into strips and then 
to punch press department to place the 


holes in the plate (7) then to the inspection 


department and finally to the shipping 
department. 


PLATING 





At the conclusion of his talk, Mr. Pettit Phe committee consisting of Earl Leon- and all of a quality to guarantee the finest 
passed to the audience some samples of hardt, chairman, and Al Jacobs did a educational program ever presented to the 
aluminum anodized sheets to which re- terrific job in setting up and executing the organization 
production of paintings in multi-colored festivities Herberth Head, our AES national 
inks were applied. His talk was well David L. Kaplan president, commented on the Cincinnati 
received as evidenced by the many Secretary convention and complimented those who 
questions brought forth by the members were in charge on its smooth working and 
present DETROII excellent management 

Christopher Marzano There were several other committee re 
Committee Chairmen Appointed: 


Publicity Chairman ports on activities which will be more 


\ . “er Z Lh _— . 
IceAleer and Pinner Report fully developed later and reported on at 
= Manuel Ben, president of the Detroit that time 
CINCINNATI : ; ‘ 

Branch called an Executive Group meet = o Seaae 
Annual Picnic Success ing which was held on June 5 


z Publicity Chairman 
Despite Wet Weather President Ben 


announced the appoint 

The Picnic Committee did it again ment as committee chairmen the following 
Seventy members and guests braved the Public Relations, R. C. Trees; Stag Day LOS ANGELES 
“elements” to attend the Annual Picnic 1959, J. B. Hiteheock: Long Range Winters Speaks on 
on June 21, at Sharon Woods Bob Planning, C. F. Nixon; Detroit Nuclear Anodes 
Rarick and Bob Pendleton used their Council, C. O. Durbin: Plating Lecture President Norman McEwan welcomed 
night vision to emerge victorious in the Course, E. L. Scholl. a large group of platers and guests to the 
Horseshoe Tournament The matches Of immediate interest was the report May 14 meeting The business session 
started during the intermittent showers by Mr. Hitchcock that the annual Stag was one of the liveliest we have had. With 
in the late afternoon and finished just Day event will be held at the Hillerest discussions on method of nominating and 
after dark. The annual ball game between Country Club in Detroit on July 26 electing officers as the main theme. After 
the platers and suppliers did not start Chis annual Detroit event is without a the secretary got writers cramp trying to 
until early evening on a very wet field. doubt the largest AES stag gathering in keep up with all that was said, a committee 
There seems to be a difference of opinion the country was set up to investigate and report to 
concerning the outcome of the game. It Howard MeAleer, general chairman the members at the next meeting 
is claimed that both the platers, captained of the 1959 Industrial Finishing Exposi Five new members were inducted 
by Ralph Mustain, and the suppliers, tion, reported 57 per cent of the space Jack B. Winters of Incar presented 
captained by Stew Chipman, were sold with 18 new exhibitors signed “The Anodes’ Side of the Story” This 
victorious. The only point of agreement Walter Pinner, chairman of the Educa was very interesting and was well pre 
is that there were many runs scored and tional Program of the 1959 convention, sented It was well received by the 


everybody had a good time reported that he has 29 papers assured members who made many complimentary 
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TECHMCAL PROCEEDINGS 


AVAILABLE FOR YOUR ORDER 


“YEMAND, internationally, for copies of the re- 
cently published 1957 Edition of the AES’s 
book, TECHNICAL PROCEEDINGS, is gaining mo- 
mentum. Hence, the Society’s limited remaining 


supply is fast diminishing. 


Containing each of the technical papers delivered 
before the AES’s 44th Annual Convention held in 
Montreal, Canada, June 17-20, 1957, together with 
their charts, diagrams, graphs, tables and other 
illustrations, and with the verbatim discussion that 
followed their delivery, TECHNICAL PROCEED- 
INGS broadly enriches technical and _ scientific 
knowledge in the field of electroplating, metal fin- 


ishing and allied arts. 


Orders for copies will be accepted and serviced by 
the American Electroplaters’ Society on strictly a 
first come, first served basis so long as its limited 


supply lasts. 


The domestic cost of the book is $10 per copy in- 
cluding postage. To those ordering it from outside 
the United States’ continental limits, the charge is 
$12 per copy including postage cost. All orders 
must be accompanied by payment in full so as to 
obviate unnecessary bookkeeping expense. Address 


orders to: 


AMERICAN ELECTROPLATERS’ SOCIETY 


445 BROAD STREET, NEWARK 2, N. J. 


A very limited quantity also exists of the 
1956 Edition. Domestic price is $12.50 
per copy; foreign $15 per copy. All orders 


must be accompanied by payment in full. 








remarks. Mr. Winters has the unusual 
ability to discuss a complex subject in 


simple understandable terms 


Don Baudrand 
Secretary 


LOS ANGELES 
Sample Discusses 
Decorative Plating 
Clarence H. Sample addressed a large 
group of interested platers at the Los 
Angeles Branch on June 11. His topic 
was “Recent Developments In Decorative 
Plating.”” He had some very interesting 
slides showing comparative corrosion of 
various nickel, nickel-chromium, and 
copper-nickel-chromium systems 
Truman Stoner reported on the con- 
vention at Cincinnati. Truman also urged 
support of the 1959 convention to be held 
in Detroit And of course the 1960 con- 
vention in Los Anzeles 
A new member was initiated into the 
society 
Don Baudrand 


Secretary 


MONTREAL 
Hanna on Bright Nickel: 
May Change Meeting Night 

he regular monthly meeting was held 
at the Mount Royal Hotel on June 
Twenty-five members were present 

D. Hanna gave a very interesting talk 
on the most recent developments on bright 
nickel plating. After a short intermission 
the regular’ monthly business was dis- 
cussed. P. M. Coady was appointed to 
chair a committee to lay out a course to 
be held locally on electroplating. He will 
report at the next meeting. It was also 
suggested that a questionnaire be sent 
out to the members to find out if they 
would like to change the present meeting 
night, which is the first Monday of the 
month, to the second Monday of the 
month, 

R. W. Niggemann 


Secrelaryv- Treasurer 


NEWARK 
Visit to International 
Nickel Research Laboratory 

The June 20 meeting of the Newark 
Branch was held at the Research Labora- 
tory of the International Nickel Co. in 
Bayonne. About 70 members and friends 
including National Second Vice President 
Wesley, and National Executive Secretary 
Nichols, toured the laboratory, after 
which Dr. W. A. Wesley, manager of the 
Laboratory, welcomed the group on behalf 
of International Nickel. 

President Gus Bittrich opened the 
business meeting; as the first order of the 
business nine new members were elec ted, 
bring the total Newark membership to 351. 

Dr. Wesley then reported on the 
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NEWARK BRANCH MEETING AT INCO RESEARCH LABORATORY—(eft 


Knap Center) Enjoying refresh tk b 


3 ht 
1€ id ratc Kign 


machine and holding group discussions 


Cincinnati Convention pointing out that Knapp as the speaker of the evening who proved Jweathering resistance is believed 
Newark had obtained the 1963 Con- discussed “The Effect of Interposed Layers 


to be due to the galvanic action between 
vention after which Gus Bittrich stated of a Second Metal on the Weather Re 


the metals and the interruption of the 
that Andy was elected second vice presi sistors of Electrodeposited Nickel Coat 


. columnar grain growth of dull nickel 
dent. Secretary Foulke was instructed ings”. Composite nickel coatings with 


: . : : The paper describes exposure tests that 
to cast a ballot electing the following certain metals show excellent promuse as I th i 7 ti 

were made on * composite atings as 
delegates: W. A. Wesley, George Wag- a means of prolonging the life of a decora ah pia sate P ridin iit 


‘ : : ; : foils and as a coating on steel. The 
ner and Don Foulke, and alternates: tive nickel-chromium finish Extensive 


Gerald Lux, Cy LaManna, William exposure tests in seacoast and industrial variations in the intermediate layer which 


(Crigat. atmospheres have indicated that an intet were studied included composition and 


Andre Ziegler of Zurich, Switzerland, posed layer of these metals between nickel thickness. Chromium was found to be 
representing Werner Fluhmann Galvani layers can give corrosion resistance up to the most effective metal in the composite 


sche Anstalt, was introduced the equivalent of that given by twice the Tests were made with both buffed dull 


Dr. Petrocelli introduced Dr. Burt total thickness of nickel alone The im nickel and bright nickel 
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for the Carl E. Heussner Award; AES Silver - oH ve 
Medal; AES Bronze Médal; George B. Hoga- 

for better 

boom Memorial Award; Robert S. Leather 


Mechanical Finishing Award; Chromium Plating was g 


Award; Precious Metal Plating Award, or the ee coating and 
John J. Hanney Memorial Award. wai hd rinsin 


for complete information 
write for catalog 
LL 


So as to expedite review and other processing, 
please write the Editor, PLatinc, 445 Broad 


Street, Newark 2. New Jersey, for full par- _— 
: : SPRAYING SYSTEMS CO. 


ticulars before submitting your manuscript. 3227 RANDOLPH STREET * BELLWOOD, ILLINOIS [o~., 
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The broad interest in the tour (demon 
strating the testing, development and re 
search carried out on nickel) and the talk 
indicating corrosion resistance of nickel 
can be improved over and above the 
accepted criteria) was shown in the rela 
tively large June turn-out including long 
time member, Sam Taylor, president of 
Newark Branch in 1934, 1935 and 1936 
Fred Lowenheim and newly initiated 
Peter Barth of Ideal Plating, who repre 
sents a eross section of members of the 


Branch 
The very successful meeting concluded 
with sandwiches, dessert and coffee, all 


of which made for a very successful 
meeting 
D. Gardner Foulke 


Secretary 


SEATTLE-PUGET SOUND 
Nelson Talks on 
Effects of Chromium 
Phe Seattle-Puget Sound group held the 
last meeting of the spring season on June 
$ at the College Club, Seattle. Only 20 
members were present to see the outgoing 
officers AES 


chairman in turn 


chairman give the new 
buttons The new 
presented the past presidents with AES 
buttons 

Forest Bradford, one of the delegates 
to the convention, gave a brief report on 


the convention activ ities 


aies® 


department of Curtiss-Wright. 


Another outstanding case history of tremendous savings in 
water and dollars when Solu Bridge Control Units are installed. 
Solu Bridge Control Units consist of conductivity cell and 


ET LIL 


rhe speaker for the evening was Philip 
Nelson of Boeing Airplane Company who 
gave a very interesting discussion on 
“Harmful Effects of Chromium on the 
Physical Properties of the Basis Metal.” 
Seattle-Puget 


Sound group extend best wishes for the 


The members of the 


summer vacation period and hope anyone 
Visiting the Pacific Northwest will be able 
to contact local members or officers for 
points of interest. 

rhe big Seafair celebration from Aug. 
| through 10 is a high point of the summer 
and the Gold Cup hydroplane races on 


August 10 Good Summer vacation! 


Helen Archibald 


Sec retary 


SOUTHERN TIER 
Ansco Plant Tour; 
Sonnenfeldt is Speaker 
The June meeting was our final for the 
current year and was combined with a 
special plant tour 
About 34 members and guests were 
taken through the Ansco Div. of General- 
Aniline and Film Corp. plant in Bing- 
hamton, N.Y 


see actual processing and manufacturing 


Object of the tour was to 
of photographic film. Beginning with the 
basic emulsions we saw how the film was 
made and concluded in seeing the final 
stages of processing which envolved the 


packaging of the finished product 


The dinner and meeting for the evening 
were held in the Carlton Hotel, Bing- 
hamton, N.Y. 


Stefanski included our appreciation to 


Opening remarks by Mr 


member Charles Bound and officials at 
Ansco for a wonderful plant tour 

Comments on the success of the 
National Convention in Cincinnati, Ohio 
were given by those members who 
attended. 

A report on the summer annual picnic 
to be held Aug. 23, 1958, was given by 
chairman J. Bunsic. 

Librarian Charles Emery introduced 
the evenings speaker, René Sonnen- 
feldt, representing the Sel-Rex Corp 
His topic for the evening being ‘Precious 
Metal Plating in the Industry” Mr. 
Sonnenfeldt spoke of the applications of 
silver plating, including aircraft engine 
bearings, lining chemical storage tanks, 
plating of stainless steel for welding sur- 
face of jet parts. Gold is being plated on 
printed circuits, gyroscope parts and 
plated parts in the satellites and missiles. 
Advantages of this metal are tarnishing 
and oxidizing resistance, also better wear 
resistance 

Platinum is being used extensively in 
nuclear industry and as catalysts in oil 
refining. Rhodium is used where a high 
temperature is required. 

B. Rossiter 


Secretary 


AT CURTISS-WRIGHT A 


WATER 
% SAVINGS... 


OVER A SIX MONTH PERIOD 


THROUGH THE USE OF INDUSTRIAL INSTRUMENTS’ 


RINSE TANK CONTROLLER 


Proof-positive! Actual production tests under normal operating 
conditions over a six month period using a Solu Bridge Control 
Unit produced a 96% savings in water usage in the plating 


solenoid valve for each rinse tank with either individual or 
central control and measuring unit. Fresh water is added auto- 
matically whenever conductivity of water exceeds preset level. 


Contact your local supplier today, or write directly to us for 
complete details on how this low-cost, economical to operate 
system can save you many hundreds of dollars in water and 
sewage bills annually. 


Industrial Instruments inc. 


89 Commerce Road, Cedar Grove, Essex County, N. J. 


Instruments 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 854. 
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SPRINGFIELD 


Golf Outing and Banquet 


The Springfield Branch combined the 
final meeting and installation of officers 
with the second annual golf outing and 
banquet, which was held at the Whippet 
non Club, Russell Mass., on Saturday 
June 14. Tee-off time was one o'clock for 
the golfers and the horse shoe tossers 

At seven o'clock, the scores were 
figured, and showed the winner to be 
Elery C. Gibson. Besides the winner's 
prize, “Gibby” was presented the “Colin 
Hastie Memorial Trophy” as having the 


lowest ross score 


After a fine roast beef dinner, Mel 
Roske took over as the Installation 
Officer The following were installed for 
the coming season: President Edward F. 
Koetsch Jr.: Ist Vice President Elery 
C. Gibson: 2nd Vice President Raymond 
Howe: Secretary Henry L. Heissfeld: 
Treasurer George H. Mongeau; Libra 
rian Alexander R. Salmond: [Historian 
John E. Costigan. Ernest E. Couture 
is to uphold the post of research and 
finance chairman The new Board of 
Managers consists of: Melvin P. Roske, 
Martin J. Murray, Louis E. Dupuis, 
Charles F. Griffin Jr., and Joseph F. 
Mitchell. 


The Activities Committee which had 
planned this successful event was spark- 
plugged by Mel Roske, and ably supported 
by Al Salmond, Marty Murray. Roger 
Heroux, Wayne Sanders and Elery 
Gibson Outgoing President Charles | 
Griflin Jr. thanked the committee for a 
wonderful job and thanked the Executive 
Board for its cooperation during his term 
of office 

Phe balance of the evening was spent 
in social activities 

Henry L. Heissfeld 


Secretary 
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CHICAGO 


INDIANAPOLIS 


AA 


TORONTO 





AES MEMBERSHIP REPORT 


ELECTIONS 

Adelaide: M. J. Soph 

Allentown-Reading: EF. P. Geiger, A. L. Kaiser 
L. A. Long 

Bridgeport: C. J. Ciesluk, G. A. Lewis, H. Miller 

Central Michigan: W. J. Harrison 

Chicago: A. Alexander, D. W. Brown. D.S. Burn 
ette, W. M. Davis, H. J. Harrast, W. A. Mercer 
D. P. Phillips, R. J. Vanderplow, J. J. Trutty 

Los Angeles: L. K. Bjeiland, J. B. Blackburn 
L. J. Lundt, R. D. Martin, A. S. Stock, ¢ 
lroncale 

Newark: H. P. Abaire, J. Allen, P. E. Barth, G.I 
Bastory, C. kh. Hellriegel, P. G. Kenedi, J. } 
Kostura, L. Spagnuolo 

New York: J. J. Camacho, H. F. Johnson, F. M 
Krausz, D. B. Lindsay, S. F. McCollum, 58 
Novelli, J. Svierveld 

Philadelphia: L. J. Molnar 

St. Joseph Valley: D. Adams, H. A. Davis 
B.C. Doran, L. K. Grove, E. L. Hill, J. N. Lientz 
M.D. Myers, V. E. Peterson 

St. Louis: H. Kraus, D. Mc(@umphy, W. Woelbel 

San Antonio: D. E. Downard 

Southern Tier: KR. W. Ingraham 

loronto: A. Farrow, A. M. Hunter, R. Parkinsor 

Wichita: R. L. Bartholomew, H. FE. Gilmer 


REINSTATEMENTS 


Chicago: A. J. D' Anna 
Montreal: J. B. Lafond 


PRANSFERS 

Blue Ridge: D. Fineberg, from M-at-lI 
Bridgeport: J. R. Morris, from Cleveland 
Chicago: J. K. Harlow, to Columbus, F. H. Meller 

to Rockford 
Cleveland: A. H. Losey, to Central Michigan 
Dayton: C. T. Vannorsdall, to Pittsburgh 
New York: N. Heller, from Baltimore 


St. Louis: E. ( sright, from Cleveland 


AUGUST 1958 


Southeastern: R. H. Probert, to Miami 
Member-at-Large: D. Fineberg to Blue Ridge 


RESIGNATIONS 


Bridgeport: D. A. Brown 

Central Michigan: ©. F. Gurnham, D. F. Me 
Donald 

Chicago: L. N. Peterson 

Dayton: J. kh. Easton 

Kansas City: H. P. DeWitt 

Los Angeles: R. kb. Davis, F. H. Hesch 

Montreal: W. H. Gauvin 

New York: C. MeGuire 

Toledo: F. Criscio, J. Rocco 

Waterbury: 8S. EF. Judd 


SUSPENSIONS 
leveland: ( 4. Bonn, E. E. Chrisman, EE. | 
Chrisman Jr A. F. Dailey, ¢ ( Elliott, J 
Fedor, H. J. Fredrick, J. Gorman, T. A. Hirt 
R. lL. Klemm, E. B. Kopowski, P. Kovac A 
Kowicki, A. R. Laughlin, N. Marsic ( 
Masek. K. McCrea. G. Ott. J. Parina Jr \ 
Pope, K. Prentice, S. E. Pross, F. A. Rometti 
R. F. Roy, G. E. Shallop, J. H. Shope, WS 
Springer, J. J. Tierney, G. Zenedes 
Kansas City: P. A. Froeschl Jr 
St. Joseph Valley: M. Becknell, F. W. Berndt 
F. R. Caler, R. H. Clarbour, D. P. Clemens, C. I 
well, D. R. Duff, G. FE. Glaney, A. W. John 
lr. Keeley, D. H. Lundberg, R. Mesha 
H. G. Peters, R. Sprague DD. V. Springer 
R. H. Triebold 
Wichita: C. H. Curry 


Member-at-Large: A. Doria 


DEATHS 
Los Angeles: A. Rickman 
Newark: L. Donroe 
New York: F. J. MacStoker, L. 


St. Louis: C. Sommers 


Select from one of the nation's largest 
stocks of guaranteed rebuilt electro- 
plating motor generator sets and 
rectifiers with full contro! equipment. 


PLATERS 

I—8000 /4000 AMPERE, 6/12 VOLT. 
CHANDEYSSON, Synch 

I—7500 /3750 AMPERE 9/18 VOLT 
H-VW-M, Synchronous 

1—7500 3750 AMPERI 6/12 VOLT 
2 ( CHANDEYSSON, Synch 

I—6000 /300( AMPERF 6/12 VOLT, 
ELETRIC PRODUCTS, Synch 

1—5000/2500 AMP. 9/18 VOLT 25% 
CHANDEYSSON, Synch. Exciter-in-head 

1—5000 2500 AMPERE 6/12 VOLT 
nm CHANDEYSSON, Synch 

1—4000/2000 AMPERE, 6/12 VOLT 
H-VW-M, Synch., Exc.-in-head. 

3—— 3000/1500 AMPERE, 12/24 VOLT 
CHANDEYSSON, Exciter-in-head 

1—2000/1000 AMPERE, 6/12 VOLT 
HANSON-VAN WINKLE-MUNNING. 

1—1500/750 AMPERE, 12/24 VOLT 
CHANDEYSSON, Synchronous 


ANODIZERS 

i—!000 AMPERE, 40 VOLT, CHANDEYS- 
SON, 25/ ¢ 

i—!000 AMPERE 30 VOLT, IDEAL, 
Exciter-in-head 

I1—750 AMPERE, 60 VOLT. HANSON- 
VAN WINKLE-MUNNING, Synchronous, 
Exciter-in-head 

i—500 AMPERE, 25 VOLT, CHANDEYS- 
SON, Synchronous, Exciter-in-head 

4—400 AMPERE. 40 VOLT, M. G. C., 
Separately Excited. 


RECTIFIERS 

I—G. E. 2000/1000 AMPERE, 6/12 VOLT 

I—SEL-REX SELENIUM, 1200 AMPS.., 
9V. for 440 /3 /60 

1—UDYLITE-MALLORY, 15006 /750 AMPERE, 
6/12 VOLT. 

4—UDYLITE-MALLORY, 1440 /720 AMPERE, 
6/12 VOLT. 

I—RAPID 1500 AMPERE, 9 VOLT, 
Germanium Remote AVS 220 440/360 

1—RAPID 1000 AMPERE, 12 VOLT, 
Germanium, 440/3 /60. 

I—RAPID 750 Amp.., 6 V Selenium, Remote 
Control, 440/3 /60 AC 


1—RAPID 750 AMP. 12 VOLT Selenium 
Self-Contained 440 /3 /60 AC 


SPECIAL 

2—CROWN & H-VW-M Centrifugal Drievs 
No. | and No. 2 with Heat. 

I—H-VW-M Semi Automatic for Cyanide. 
15 ft. x 60 in. x 42 in. deep. 

I—STEVENS Semi-Automatic for nickel. 
18 ft. x 42 in x 40 in. deep 

I—RONCI Enamelers, No. R-100 

2—No. 101 Production Pipe Polishers 

4—L’HOMMEDIEU 5 HP variable speed 
buffing lathes. 


4—No. 2H BAIRD Poliaction Tumblers. 


Other outstanding values in stock. 
You'll save more if you check M. E 
Baker first for all your Plating, ano- 
dizing and metal finishing needs 


M. E. BAKER CO. 


Kirkland 7-5460 


25 Wheeler St., Cambridge 38, Mass. 
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CLASSIFIED 
ADVERTISEMENTS 


Only *‘Help Wanted" and ‘‘Situations Wanted” 
will be accepted. Rates: $.20 per word, minimum 
$5.00 AES branch members and members-at- 
large only, in good standing, are entitled to a total 
of three free advertisements in any twelve month 
period as of first insertion. Last day for inserting 
advertisements is the 10th of month preceding date 
of publication. When answering advertisements 
please address as follows: Box number, PLATING 
445 Broad Street, Newark 2, N. J 





SITUATION WANTED 


PLATING SUPERINTENDENT with 21 
years experience. 41 years old, married, 
2 years college credit in Chemical Engi- 
ll years of strip steel plating, 
5 years electropolishing and 3 years of 
hard chrome plating. 


neerme. 


Some time study 
experience, Last 7 years as Supt. with 
good labor relations record. Reply to Box 
Al, PLATING, 445 Broad St., Newark 
2,N. J 


METAL FINISHING ENGINEER. Chem- 
istry and Metallurgy background.  Pro- 
duction experience in large plating plant 
operation Responsible for mig processes, 
solution control, trouble shooting and cost 
Desires Technical Service- 
Sales Position. Reply to Box A2, PLAT- 
ING, 445 Broad St., Newark 2, N. J. 


CHEMIST—! lectrochemist. Ave 36, B.S 


Experience in plating and finish- 
ing processes, development-research proc- 
ess design, production and control. Exten- 
sive experience in metallizing and plating 
on plastics, printed circuitry, automatic 
plating, electroless plating, noble metals, 
cleaning. Reply to Box A3, PLATING, 
145 Broad St... Newark 2, N. J 


PLATING CHEMIST, Industrial Chemis- 
try Diploma. Age 27 
ence in electroplating 


five years experi- 
(government and 
private enterprises) includes control, re- 
search, trouble shooting, metallurgy and 
metallography. Have knowledge and ex- 
perience in aircraft materials and metal 
working. Prefer Metropolitan area. Will 
consider relocating. Reply to Box A4, 


PLATING, 445 Broad St.. Newark 2, N. J. 
CHEMIST: Five years experience with 


major electroplating supplier in research 
and development. Desires position in 
same or similar field. Reply to Box A5, 


PLATING, 445 Broad St., Newark 2, N. J. 





HELP WANTED 
PLATING DEPARTMENT HEAD To 


take charge ot plating of electronic com- 
ponents and output of 10 to 15 employees 
Must be fully qualified 


technically to work with steel and stainless 


in department 


alloy parts in cleaning and various plates, 
be familiar with corrosion resistance prop- 
erties and solderability problems. Salary 


Reply Box A6, PLATING, 445 
Broad St., Newark 2, N. J 


SALESMAN'S UTOPIA Salesman re- 
quired to sell NON-COMPETITIVE line 


of equipment in territory you are now 


open. 


servicing Salary and commission, (Com- 


pletely new field Get in on the ground 
floor. Inquiries from Canada and Mexico 
1 


welcomed Reply to Box AT, PLA ING, 
145 Broad St., Newark 2, N. J. 





MANUAL AVAILABLE TO BRANCHES 





to Delegates’ duties. 





As a reference source to help Branches and Branch officers in 
effective Branch operation, many dedicated National and Branch 
leaders collaborated, without any remuneration, in preparing 
the comprehensive BRANCH OFFICERS MANUAL of the Ameri- 
ean Electroplaters’ Society, embodying practically every con- 


ceivable Branch operating subject from membership promotion 


Within red covers bound by Chicago screws, this 225-page 
consolidated mimeographed looseleaf book is now in use in 36 


AES Branches that ordered copies. 


4 limited extra quantity of the book is still available at National 
Headquarters for the accommodation of Branches that have not 
previously ordered copies. These will be sold to Branches (only), 
on a first-come, first-served basis so long as that supply lasts, at 


$5.50 per copy, including postage to one destination. 


Write American Electroplaters’ Society, Inc., American Build- 
ing, 445 Broad Street, Newark 2, N. J. Payment should accom- 


pany order to obviate unnecessary bookkeeping expense. 





TECHNICAL DIRECTOR—Medium Size 
Shop, vicinity New York City. Burnish- 
ing, copper barrel plating, nickel barrel 
plating and gold barrel plating of small 
parts. To be in complete charge of time 
study, work flow analysis, quality control 
and price estimates. Salary 39000 to start. 
Advancement to Assistant General Man- 
agen and eventually General Manager. 
Reply to Box A&8 PLATING, 115 Broad 
St., Newark 2, N. J. 





PROFESSIONAL 
DIRECTORY 


Conmercial Testing and Research Organizations 
and Individuals offering services of technical nature 
to the metal finishing industries. Cost: $10 per inch 
on six time basis; $8 per inch on 12 time basis 





GRAHAM, SAVAGE & ASSOCIATES, INC. 
CONSULTING — ENGINEERING — RESEARCH 


Electroplating and Metal Processing 
Waste Treatment and Production Problems 
Surveys—Desians—Specifications 

475 York Road., 


4 kK 


Jenkintown, Pa. 








THE ANACHEM LABORATORIES 


TESTING ANALYSES ENGINEERING 
For Metal Finishers 
Plating solution analyses and control. Testing of 
deposit-thickness, composition porosity, tensile 
strength. Salt Spray tests 
AIR FORCE CERTIFICATION TESTS 
1724 West 58th St. Los Angeles 62, Calif. 


AXminster 4-1262 








JOSEPH B. KUSHNER, Ph.D. 


Metal Finishing Counsel 


2509 Washington Avenue 
Evansville 14, Indiana 








WILLIAM E. GRAUL 
CONSULTING ENGINEER 


P. O. Box 66 


Lansdowne, Pa. 








SCIENTIFIC CONTROL LABORATORIES 
INC. 


Finishing C Itante—R egistered Prof. Engi J 

Control Analyses and Tests, Salt Spray, Thickness 

RESEARCH—PL ANNING—DEVEL OPMENT 
Waste Disposal: Research and Control 


Telephone: Cliffside 4-2406 
3136 South Kolin Avenue Chicago 23, Iilinois 











SOUTH FLORIDA TEST SERVICE, Inc. 
TESTING—INSPECTION—RESEARCH 
ENGINEERS 
Consultants and specialists in corrosion, 
weathering and sunlight testing. 

4301 N.W. 7th St. ©® Miami 44, Floride 
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ANODIZING GENERATOR 


Chandeyson—2000 Amp. 50 Volt—Driven by 200 HP 
Chandeyson Synchronous Motor, 4160 Volt, 3 Ph.—60 Cy.— 
complete with excitors, starting Panel, etc. 


CRANES: 9 Robbins and Myers—1 ton—2 ton and 
3 ton. Double Hook and Drums. 


15 Cleveland 10” Tram Rail with under- 
slung Cranes, 2000 Ib. capacity—A.C. 
Motors or Hand operated. 


HEAVY RUBBER LINED STEEL TANK— 


4 ft. wide x 3 ft. deep x 37 ft. long overall, 
with sloping ends, 30 ft. long at bottom. 
Perfect condition. 


CROWN MACHINERY COMPANY 


CEntral 1-1313 


2323 North Ninth Street St. Louis 6, Mo. 











USE READER SERVICE CARD; INDICATE A 856 


Use this book on the job . 


VAPOR-PLATING 


The Formation of Metallic and 
Refractory Coatings by Vapor Deposition 


158 pages. Illus. 


$5.50. 
AES Members $4.60 


This is the first single source of reference for data and informa- 
1 these processes. Proyides a critical and authoritative 
applications and’techniques of vapor deposition of 

tals 
The ver 


authors in an 


satility of vapor-plating processes is stressed by the 
effort to stimulate the use of these processes as a 
flexible tool in many fields of technology. Sponsored by THI 


, nal 
| ELECTROCHEMICAL SOCIETY. 


For Sale By 


| AMERICAN ELECTROPLATERS’ SOCIETY 


| 445 BROAD STREET NEWARK 2, N. J 


AUGUST 1958 


OL 


* 


AMERICAN ELECTROPLATERS’ SOCIETY 


September 17 


September 19-20 


September 26 


October 1 


December 1-5 


12-13 


December 


January 17, 1959 


January 31, 1959 


January 51, 1959 


February 13-14, 1959 


February 14, 1959 


March 7, 1959 


1956—Day ton 


April 4, 1959 


April Il, 


1959 


April Il, 1959 


April 18, 1959 


1959 


Veeting, 


Newar k, 


Research Committee 
National 
N. J 
Executive Board Meeting, Hote 
Statler, Detroit, Mich 

Editorial Board Meeting, National 
Headquart rs, Newark, N. J 


Montreal Branch, Annual Dinner 
Dance Hotel Montreal, 


( anada 


Headquar ters, 


Oueen’s 


Philadelphia Branch, Annual 
Educational Session and Banquet 
Hotel Sheraton, Philadelphia, Pa 


Educa 
Hotel 


Annual 
tional Session and Banquet 


Detroit, Mich 


Detroit) Branch, 


Statler 


Newark Branch, Annual [educa 
tional Session and Christmas Party 


Hotel Robert Treat, Newark, N. J 
Annual 


Banquet 


Pantlind Hotel, Grand Rapids, Mich 


Grand Branch, 


Rapids 


I:ducational Session and 


Chicago Branch, Annual Meeting 
onrad Hilton Hotel, 


and Banque t, 


Chicago, Il 


Cleveland Branch, Annual Educa 
tional Session and Dinner-Danes 


Cleveland. Oh 


Dixie Regional Group, educa 


tional Session and Banquet, South 
eastern Hlost Branch, Dinkler Plaza 


Hotel, Atlanta, Ga 


Sixth Interim Meeting, Divxic 
it nal Group Sponsor 
eastern Host Branch, Dinkler Plaza 


Hotel, Atlanta, G 


South 


Rockford Braneh, Annual Educa 
l aust 


tional Session and Banquet 


Hotel. Rockford, Hl 


Branch, 3th Annual 
Meeting and Dinner-Dance, Dayton, 
Ohio 


Fifth Tri-State Regional, Louis 
ville Host Branch, Louisville, ky 


Baltimore-Washington Branch, 


Annual Banquet and Dance, Pre 


sentation of Pot 


Buffalo 


Stuy- 


Empire State Regional, 
Host Branch Hotel Peter 
vesant, Buffalo, N.Y 


Iwentieth New 
onal, Waterbury 
Hotel Statler 


England Regi- 
Host Branch 
Hartford, Conn. 


Milwaukee Branch, Annual Meet 
ing and Banquet Schroeder Hotel 


Milwaukee, Wis 


Continued on next page 
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Continued 


June 15-18, 1959 Golden Jubilee Convention and 


International Exposition, In- 
cluding Fifth International Con- 
ference on Electrodeposition and 
Metal Finishing, Detroit, Mich 


July 10-14, 1960 47th AES Annual Convention, 


Hotel Statler, Los Angeles, Calif 


June 18-23, 1961 48th AES Annual Convention, 


Hotel Statler, Boston, Mass 


June 25-28, 1962 49th AES Annual Convention, 


Schroeder Hotel Milwaukee Wis 
Sponsorship Midwest Regional Coun 
eil 


June 24-27, 1963-—-50th AES Annual Convention 


Ambassador Hotel, Atlantic City, 
N. J. Sponsorship Newark Branch 


INTERSOCIETY 


September 12—Society of Plastics Engineers, 
I 


Regional Technical Conference, St 
Clair Inn, St. Clair, Mich 


September 7-12--American Chemical Society, 15 tth 


National Meeting, Chicago, !1l 


Sept. 28-Oct. 2 The Electrochemical Society, 


Fall Meeting, Chateau Laurier 


Ottawa, Canada 


October 2t-% 10th National Metal Exposition 


and Congress, Sponsored by Ameri 
can Society for Metals, Cleveland 


Public Auditorium, Cleveland, Ohio 


November : Society of Vacuum Coaters, Fall 


Conference, Hotel Statler Hilton 
Detroit, Mich 


November 18-20--9th National Conference on 


Standards, American Standards 
Association, Hotel Roosevelt New 
York, N. ¥ 


January 27-30, 1959—-Society of Plastics Engineers, 


15th Annual Technical Conference 


Hotel ¢ ommodore, New York, N.Y 


March 17-19, 1959National Association of Corro- 


sion Engineers, 15th Annual Con 
ference and Exhibition, Hotel Sher- 


man, Chicago, Ill 


The Electrochemical Society, 


Spring Meeting, Sheraton Hotel 
Philadelphia, Pa 








Zialite 
Reg. U. S. Pat. Off. 


for NICKEL PLATING 


The one bath especially designed for plating DIRECTLY 
a a LEAD, ALUMINUM, BRASS, COPPER 
an 4 


for HARD CHROMIUM 


USE Zialite ADDITION AGENTS 
Harder CRACK FREE deposits. Increased throwing 
power. Less sensitivity to sulfate content. Exception- 


ally fine results plating anything calling for Decorative 
or Hard Chrome. 


ZIALITE CORPORATION 


92 Grove Street Worcester 5, Mass. 
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AMERICAN ELECTROPLATERS’ SOCIETY, INC. 
445 Broad Street 
Newark 2, N. J. 
Phone: HUmboldt 2-3400 





OFFICERS 
President HERBERTH E. HEAD 


Engineering Division 
Chrysler Corporation 
Detroit 31, Mich 


First Vice President RALPH D. WYSONG 
Studebaker-Packard orp 
635 5. Main St., South Bend 27, Ind 


Second Vice President 
DR. W. ANDREW WESLEY 
Che International Nickel Company, Inc 
Research Laboratory 
P.O. Box U, Bergen Point Station 
Bayonne, N. J 
Third Vice President CHESTER G. BORLET 
Grand Rapids Brass Co. 
$20 Fiftieth St., Grand Rapids 8, Mich 
Past President... . FRANCIS T. EDDY 
Technicraft Laboratories Inc. 
Phomaston-Waterbury Road, Thomaston, Conn 
Executive Secretary JOHN P. NICHOLS 
145 Broad St., Newark 2, N. J 


RESEARCH COMMITTEE 


Chairman...... DR. RUSSEL E. HARR 
Western Electric Company, Inc 
Hawthorne Station, Chicago 23, Il. 
Vice Chairman, Research JAMES D. THOMAS 
General Motors Corporation 
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SCRATCH BRUSHES j 


SINCE 1856 


Used by Platers, Silversmiths, Jewelry Manufacturers, Makers of 
Watches, Clocks and Electronics and other metal finishers. 
Supplied in straight or crimped brass, steel or nickel silver wire in sizes .0025 to .006 
Also available in Stainless Steel, Bristle, Fibre or Nylon 
Special sizes and shapes to order. 

Write (Dept. E) on your letterhead for catalog and price list. 


DIXON & RIPPEL, INC. BOX 116, SAUGERTIES, N. Y. 
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Cutaway view of W&T lantern 
showing automatic lampchanger 
and flasher mechanism. 


WALLACE & TIERNAN SAVES 
932 HOURS ON FIRST TWO 


JOBS WITH JEF PLATER 


- 
os 


“ 


Always alert to modern production methods, Wallace & Tiernan, 
Inc., Belleville, New Jersey, have realized almost incredible savings 
in production-time with their SEL-REX JET PLATER—the 
complete plating “plant” in a single compact package. 


“Electroplating of flasher and lampchanger components used in 
Wallace & Tiernan’s Aids To Navigation has always been an im- 
portant part of our production,” says Mr. C. W. Davis, Manager, 
Mechanical Manufacturing. “That’s why we’re so pleased with the 
substantial savings in production-time since we installed our JET 
PLATER. In addition, together with the Sel-Rex Bright Gold 
Process, we are now getting a Gold Plate superior to any we had 
ever produced before.” 


Whatever your plating problem — precious metals, power, equip- 


ment or procedures— Sel-Rex Representatives are trained to Complete electro- 
“Custom-Engineer” solutions to our mutual profit. Send for FREE plating “plant’ in 
technical data and other case histories, and see for yourself...we 34” x 28” x 33” 
may have solved your problem last month. cabinet. 


SEL-REX CORPORATION 


NUTLEY 10, NEW JERSEY OFFICES: DETROIT—CHICAGO-—LOS ANGELES 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 859. PLATING 





Wire platers! 


LOOK 
YOUR 


PROFIT PICTURE 
IN THE EYE! 


Investigate the big savings and better product 
you can get by electro-tinning Copper wire 


with Bs A° Tin Fluoborate! 


A B&A Tin Fluoborate bath—com- 
pared with hot dip—will reduce your 
tin consumption as much as 66%! 
That’s because you can centrol plat- 
ing thickness to a third or less. 

What’s more, for burnishing or for 
reduction in gage, copper wire with 
a fluoborate-plated tin coating may 
be readily drawn through dies. 

For example—a No. 20 wire may 
be fluoborate-plated with 100 mil- 
lionths of an inch of tin and reduced 
to a No. 34 wire (an 80% reduction 
in diameter). This type of process- 


llied 
hemical 


ing is impractical with hot-dipped 
wire because of the structure of the 
coating and its non-uniformity. 

Fluoborate-plated wire has a fine- 
grain coating . . . excellent solder- 
ability . . . and good shelf life. The 
fluoborate bath itself has no fumes 
and requires no ventilation. It’s 
faster, too. Rate of metal deposition 
at equal amperage is twice that of 
alkaline baths. 

It will pay you to investigate these 
important advantages and econom- 
ies. Mail coupon now! 


GENERAL CHEMICAL DIVISION 


40 Rector Street, New York 6, N.Y. 


eee eeeseeeseees ese ll 
Baker & Adamson® Products 
GENERAL CHEMICAL DIVISION 
ALLIED CHEMICAL CORPORATION 
40 Rector Street, New York 6, N.Y. 


O) Please send B&A Technical 
Bulletin TC-43441 containing de- 
tailed information on use of Tin 
Fluoborate for copper wire electro- 
tinning. 


(0 Please send technical bulletins 
on fluoborate plating of 

..-Lead ...Iron ...Copper 
...Nickel ...Cadmium .. .Indium 


Name 





Company 





Address 


City ae 


Zone State 





FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 8€0. 





GET PROFITS =NOT PROBLEMS= 
FROM BARREL FINISHING 


MacDermid knows some “tricks” you'll want to know! 


de-burring + alkaline de-rusting 
soak cleaning + de-scaling 


cutting + coloring... 


— 


These are only a few of the operations being done efficiently 
by barrel finishing. You can save production time and 


cut costs by keeping up-to-date on the newest develop- 
ments in barrel finishing. 


MacD id 
MacDermid has a wide range of barrel finishing com- ac erm 
pounds and a broad background in this type of finishing mi 
operation. A letter or phone call will bring a MacDermid 
representative skilled in servicing complete metal finishing — MecBermid incorporated 
“ : e =" Waterbury, Connecticut, Plaza 4-6161 
cycles. Or write today for technical information on all Ferndale, Detroit, Michigan, Lincoln S-O064 
MacDermid Barrel Finishing Compounds. 


iaht to the Finish 
‘ 


MacDermid Pacific, Torrance, California, DAvis 3-6292 


COMPLETE SUPPLIERS TO THE METAL FINISHING 


FOR FURTHER INFORMATION, USE R’ JER SERVICE CARD; INDICATE A 861 


INDUSTRY 





